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. 3,000-pound Lectromelt Furnace 


We like the 


provided by our 3 
furnaces 


SAY ELECTRO-ALLOYS DIVISION, AMERICAN BRAKE 
SHOE COMPANY, ELYRIA, OHIO 


Electro-Alloys can make quick shifts in alloys melted and 
weight of metal cast, thanks to the flexibility offered by these 
three Lectromelt* Furnaces. By keeping the small furnace on 
Ni-Resist exclusively, they avoid the need for wash heats 
and assure integrity of the alloy. 

They cast a great many different alloys, and the castings 
range in weight all the way from a few ounces to 13,000 lbs., 
calling upon the additional capacity of other furnaces. 

Precise control of melting conditions is inherent in 
Lectromelt equipment. Whether you're working with iron, 
plain carbon or alloy steels, a Lectromelt Furnace will give 
you this advantage. 

Lectromelt engineers will answer your questions and sup- 
ply you with catalog data on Lectromelt Furnaces—25 Ibs. 
to 150 tons. For Catalog No. 9, write Pittsburgh Lectromelt 
Furnace Corporation, 316 32nd Street, Pittsburgh 30, Pa. 


500-pound Lectromelt Furnace 


Manufactured in...GERMANY: Friedrich Kocks GMBH, Dusseldorf... ENGLAND: Birlec, Ltd., Birmingham 
... FRANCE: Stein et Roubaix, Paris... BELGIUM: S. A. Beige Stein et Roubaix, Bressoux-Liege . . . SPAIN: TWENTY FIVE 
General Electrica Espanola, Bilbao... ITALY: Forni Stein, Genoa. JAPAN: Daido Steel Co., Ltd., Nagoya POUNDS 


MOORE RAPID tie 
WHEN YOU MELT... I 





ONE HUNDRED FIFTY 
TONS CAPACITY 
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Taking a “thumping” from lumpy shakeout? Don't worry! There's a sure way out! 
Adding Federal SAND STABILIZER (a processed cellulose sand additive) to your 
sand, dry or in slurry, will give you a better, less lumpy shakeout, without adding 
other clays to your sand mixture. For, among the many advantages afforded by 
this highly efficient sand additive is its ability to eliminate lumps in sand shakeout 
and improve core knockout. 


In addition to improving shakeout, you'll find, during the pouring period, that 
Federal SAND STABILIZER burns out at a much faster rate than any other type of 
facing material. Since it has a very low ash content and has no deteriorating effect 
on sand, the re-use of your molding sand can be practiced with complete safety 


Federal SAND STABILIZER greatly improves the flowability of sand, too—pro- 
viding much better ramming conditions, When added to facing or backing sand, 
more uniformly rammed mold surfaces will be obtained, thus providing smoother 
casting finish. When added to bentonite slurry, STABILIZER sharply reduces viscos 
ity of solution, permitting the addition of more bentonite to the slurry for greater 
strength, if desired. 

Yes, Federal SAND STABILIZER can be a big help to you! Especially so, if used 
along with Federal'’s CRowN HILL SEACOAL—the low sulphur seacoal, and GREEN 
BOND BENTONITE—the long-lasting bentonite. These three outstanding sand ad 
ditives will really give you easy, uniform, thoroughly dependable sand control, To 
learn more about them, write for Federal’s bulletin: “Tailor-Made Molding Sands 


if you have ‘lumpy shakeout’ — use Federal SAND STABILIZER! 


/4e FEDERAL FOUNDRY SUPPLY (ouxsanz 
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Off-set skip is designed for accessibility 
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Front slagging system eliminates much 
hard work and maintains clean operat- 
ing conditions in the cupola orea 


ENGINEERING... 
im MANUFACTURING... 
ERECTION... 


Ever since MODERN engineered the first, skip-type, mechanical 
charger an array of automatic controls has continued to ease the 
work for foundrymen. From Monday's start to Friday's shake- 
out the costs of the castings are closely controlled. Push button 
operation, here at Producto Machine Company, already incl::des: 
@ Automatic cycling of the small-cone bucket between pit and 
trip switch . . . 
® Slag flowing continuously from front-spout to drag-out . . . 
@ Dust and ash are trapped behind a water curtain... . 


@ Bins and automatic weight controls, for coke and stone, are 
planned as future additions. . . 
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or at de-wateri 
6° a minute 


Whatever your tonnage requirements are your costs, too, can be 
controlled AUTOMATICALLY! 





Mail te my attention: 

Catalog *147-A cupolas, chargers, hot blast.) 
Cotalog *P-152 —— ladles ond Pouring .........) 
Cateleg *150, Cranes, Monorail ..................0) 
Information on Sound, Color Films ............. 








MODERN REPRESENTATIVES IN ALL PARTS OF THE WORLD 
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Studebaker-Packard V-8 parts mold- 
ing line feeds castings to the cleaning 
room described in Harrison A. Gra- 
ber’s Cleaning Room Control! article 
appearing on pages 34-37. 
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Vacuum Test / W. D. Walther, C. M. Adams, Jr., and H. F. Taylor 
Gassy metal can easily be detected by solidifying a sample 
under vacuum; apparatus is described in detail. 
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Hot under the collar 


...or Chuck Wright’s key to top performance 


“PANCAKE DAY... the Tuesday before 
Lent... opened bright and sunny. 
But to Ernie Burgess, Nonesuch 
Foundry’s super., it was a bleak 
morning,” announced Chuck Wright. 


“When I stepped into his office,” 
added the INCO distributor foundry 
specialist, “Ernie was patting a 
handkerchief to the back of his neck. 
He looked like a man who could really 
use a pancake today. For a poultice. 


“All I could do was ask: ‘What’s 
the strife, Ernie?’ 

* ‘One of our best customers,’ he 
complained, ‘one of our largest users 
of compressor cylinder castings... 
pffft ... right out the window.’ 


“Nota pleasant surprise, I thought, 
to lose that business. And they lost 
it in spite of technical progress made 
in this foundry over the past several 
years. 

“It was another case of too many 
rejects. Hard spots, porosity, lack of 
uniform, close grain lost it. The cus- 
tomer needed pressure tightness in 
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the cylinders. Plus good machinabil- 
ity, and wear resistance. 


“I pointed out to Ernie that he 
might possibly get these properties 
by maintaining precise control of the 
basic chemical composition, the pour- 
ing temperature, the sand condition 
and so forth. I realized, of course, 
that holding all these to very narrow 
limits is a terrific gamble for any- 
body. 


“But no foundryman needs to gam- 
ble... not even with a single heat. So 
I said to Ernie, ‘You know I’ve told 
you before how to get exactly what 
this buyer wants. Relax, man. Use a 
little nickel.’ 


“Ernie followed my suggestions. 
He added 1 to 142% nickel. From 
this mix, he shipped a few sample 
castings to the former customer. 


“And here’s what happened. Ernie 
has the customer back on the order 
book again and Nonesuch is getting 
new business from other accounts. 
Every one of them calling for cast- 


ings that not only machine readily, 
but also to meet other specific de- 
mands, They want wear resistance, 
higher strength and the like... for 
end-uses requiring top performance. 

“There’s been a lot of progress 
made in foundry technique. But after 
all, you'll find that use of a little 
nickel will stop a lot of troubles... 
in the machine shop as well as in the 
foundry and in the field. 

“Next time there’s a hitch in your 
work, you may want some practical 
answers on the metallurgy of cast- 
ings. Just call on me for help.” 


Chuck Wright 


io 
NCO. 


eect mate 


P. S. “The easiest w ay 
is to drop me a line 
in care of INCO.,” 


The 
International 
Nickel Company, Inc. 


67 Wall Street New York 5, N.Y. 
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CORNELL | 


cuts your scrap 








Famous Cornell iron cupola flux 
cuts scrap losses by creating con- 
ditions whereby iron and slag 
become hotter and more fluid. 
This saves you mony dollars be- 
cause there is less digging out 
since drops are cleaner. In addi- 
tion, Famous Cornell Flux offers 
better control of melting and 
metal composition. 


HOW FAMOUS 
CORNELL FLUX WORKS 


Famous Cornell Flux is a scien- 
tifically prepared mixture of 
high-grade fluorspar and other 
materials which cause a chemi- 
cal reaction in molten iron. This 
reaction causes a tremendous in- 
crease in the amount of slag that 
floats and flows off. Meta! is 
cleaner, sulphur is greatly re- 
duced. Famous Cornell Flux is 


made in scored brick form. With 
each ton charge of iron, you sim- 
ply toss one brick into the cupola. 
For charges less or more than a 
ton, just break off a proportion- 
ate number of scored sections. 
It's that easy and it's that eco- 
nomical. Only a few cents per 
ton of metal. 


You'll find that Fameus Cor- 
nell Flux consistently helps give 
you castings that are easier to 
machine and have greater ten- 
sile strength throughout. 


CALL YOUR CORNELL FLUX ENGINEER 


Without obligation, we will send 
an experienced Cornell Flux engi- 
neer to your feundry to discuss 
ways and means to improve the 
composition of your gray iron, 
brass and aluminum castings. Call 
today or write for Bulletin 46-B. 





Ue CLEVELAND FLUX Goenfauy 


1026-40 MAIN AVENUE, N.W.« CLEVELAND 13, OHIO 


Manufacturers of Iron, Semi-Steel, Malleable, Brass, 
Bronze, Aluminum and Ladle Fluxes —Since 1918 


As for Aluminum or Brass... 


You Benefit 8 WAYS 


with FamousC ORNELL 
Aluminum and Brass Flux 


e Makes metal pure and clean 
© Permits use of more scrap without danger of dirt, 
porous places or spongy spots 
© Thinner, yet stronger sections can be poured 
* Metal does not cling to the dross 
® Crucible or furnace linings 
are kept clean and preserved 
* Cleanses molten brass even when the dirtiest 
brass turnings or sweepings are used 
* Soves considerable tin and other metals 
* Forms a perfect covering 
over the metal during melting, 
prevents oxidation and reduces 
obnoxious gases to a great extent 
Write for Bulletin No. 46-A 


ou 
ELS 





Knight-Engineered 


AUTOMATIO 
increases labor 


productivity 52 % 


in major foundry 


Experienced Knight Engineers, working closely with the 
client's staff, completed the automation of this foundry unit 
18 months ago. 


The successful integration of foundry operations into a continuous 
production sequence, from raw material to finished product, increased 
over-all labor productivity 52%. In one operation alone, 9 men now 
produce what 53 men formerly produced. 


Automation has also accelerated materials handling, established 
uniform product standards, improved worker morale, increased 
moe productivity 33%, and brought major economies throughout 
the over-all operation, Necessary changes were scheduled progres- 
sea so that automation was accomplished without interrupting 
production. 

The successful operation of this foundry is juste one example of 
Knight's practical experience in the engineering services that in- 
crease foundry productivity and decrease unit costs. 

Your operation will benefit by the comprehensive experience of 
Knight Engineers who have completed approximately 400 foundry 
assignments, A lecter will bring a call from a Knight representative 
at your convenience. 


| 
lester B. Knight & Associates, Inc. 





MEMBER OF THE ASSOCIATION OF CONSULTING MANAGEMENT ENGINEERS, INC 
600 W. Jackson Blvd., Chicago 6 
917 Fifteenth St., N. W., Washington 5, D.C. + Lester B, Knight & Associates, 50 Church St., New York 7 
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OF PROGRESS 
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REDUCE 
YOUR 
cosTs 


CHERRY EASY-OFF FLASK 


ALUMINUM EASY-OFF FLASK 





Look at these features and you'll 
agree that the Adams line can 
mean economy, efficiency, and 
better molds for your foundry. 
Above is the Adams jacket 
available in either cast iron or 
cast aluminum. They are cast 
from a top grade metal mixture 
best suited for their purpose. The 
sturdy construction as a result of 
the vertical ribs inside and hori- 
zontal ribs outside plus the han- 
dies at either end assure you of 
long life for this equipment 
and ease in handling. These 
jackets afford you MAXIMUM 


The ADAMS Company 





700 FOSTER ST., DUBUQUE, IOWA, U.S.A. 
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ADAMS Cast Iron or 
Cast Aluminum Jackets 


STRENGTH with MINIMUM 
WEIGHT. 

Here are jackets that assure 
you perfect mold fit—will give 
you the greatest strength while 
under pouring strain—allow for 
free flow of gases all because of 
INSIDECORRUGATIONS. 
These VENTILATED jackets 
are first choice in foundries across 
the nation. 

Look into the advantages cast 
iron or cast aluminum can offer 
you depending upon your found- 
ry needs. We will be happy to 
make recommendations to fill 
your requirements. 


MOLDING MACHINES 


and 
FLASK EQUIPMENT 





7425 THOMAS ST., PITTSBURGH 6, PA 


fi 
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Products & Processes 


A Shell Core Blower 


New shell core blower, unlike the old 
gravity-type shell core machine, can use 
either gravity-type investment or stand- 
ard core-blowing techniques, It is similar 
in operation to conventional core blowers, 
except that the core box is heated, and 
phenolic resin is used instead of con- 
ventional core bonders. Machine is de- 
signed for use with conventional core 
boxes. Completely cored shells, ready 
for setting, are produced at a rate of one 
core every 30-50 seconds, depending on 
wall thickness. Shalco Engineering Corp. 


For more facts, circle No. 1 on p. 17 


KINDT-COLLING 


A Plaster Release 


Master Plaster Release is a liquid prod- 
duct that releases plaster casts from 
wood, metal or plaster patterns and core- 
boxes. Exact reproductions are obtained 
because no fillets are formed by the re- 
lease and there is no buildup to affect ac- 
curacies when it is used, Contains no in- 
gredients such as lards, oils or stearic 
acid which tend to soften various types of 
plaster, Release is packed in spray cans 
which makes possible its use by simply 
pressing a button and directing the spray 
to the proper surfaces. Kindt-Collins Co. 


For more facts, circle No. 2 on p. 17 
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v Core Rod Straightener 


Equipment is now available which quick- 
ly and economically straightens even the 
most badly bent core rod, sorts it accord- 
ing to length and delivers the rod to its 
proper size bin for easy, convenient use 
by the core-maker, Designated the Rod- 
mizer, this automatic machine eliminates 
much of the constant cost of replacing 
core rods and enables practically all of 
the rods to be used repeatedly. A sub- 
stantial savings in core room labor is ef- 
fected. Additional literature and informa- 
tion is available. Hydro-Blast Corp. 


For more facts, circle No. 3 on p. 17 


Vv New Tractor-Shovel 


More than three years of development 
and field-testing have gone into an entire- 
ly new “HA” model Payloader tractor- 
shovel. New model has twice as much lift- 
ing, digging and carrying capacity as its 
predecessor, Bucket has been increased 
16%4 per cent, giving the HA a payload 
capacity of 18 cf and a struck-load capaci- 
ty of 14 cf. New unit is more maneuver- 
able machine with a shorter turning radius 
than the former model. Complete informa- 
tion and literature is available. Frank G 
Hough Co. 


For more facts, circle No. 4 on p. 17 


Fill out postcards on pages 
17-18 for complete infor- 
mation on items listed on 
pages 10-12-17-18-21-22 


A Low Headroom Trolley 


New Ohio Tramrail Trolley design devel 
oped for low headroom situations, and 
available for use with chain blocks, elec 
tric hoists and special applications is an 
nounced. In effect, the new design enables 
the chain block or electric hoist to be 
built-in rather than hook-suspended from 
the trolley. Lo-Headroom “built-in” de 
sign is available for one, two and three-ton 
trolleys of four or eight-wheel design. In 
both four and eight-wheel construction 
load bars are of channel-shape, con 
structed of rolled steel. The Forker Corp 


For more facts, circle No. 5 on p. 17 


A Automatic Dump Box 


An automatic dump box designed for 
handling all types of materials and parts, 
has been announced. Unit can be used 
with hand, power lift of fork truck or it 
can be picked up and moved by overhead 
hoist. Gravity latch locks box in upright 
position until ready for dumping. Built of 
heavy gauge steel with reinforced flange 
around top edge. Has heavy angle legs 
and reinforced plate at location of trun 
nion. Box is 48 in. long, 36 in. wide and 
24 in. deep inside. Palmer-Shile Co 


For more facts, circle No. 6 on p. 17 
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For handling sand and castings-- 


J 


DRYERS — Link-Belt Roto-Louvre uniform- 
ly dries and cools large tonnages of sand. 


Floor space is conserved because no extra 
cooler is required 


SHAKEOUTS AND SCREENS — Complete line BUCKET 
provides centralized separation of sand and 
castings or sand screening for every type 
and size foundry 


LINK-BELT quality equipment 


ELEVATORS AND BINS — Low-cost 
elevating and storage of sand. Sturdily built 
in a wide range of types and sizes 


REVIVIFIERS — Thoroughly dis- BELT CONVEYORS — Flat belt 
integrate, blend, cool molding has 


sand so it will ram to uniform 
density. Also remove shot 


MOLDING HOPPERS — Built to MOLD CONVEYORS A full 
lows to distribute sand to avoid arching and allow free line of car, pallet, roller 
molders’ hoppers. Troughed type sand discharge with easy-oper 
used for other sand handling 


and 
trolley types meets all variations 
ating duplex discharge gates of foundry practice 


cuts your costs every step of the 


—, 


1 


OSCILLATING CONVEYORS — Ideal for hot APRON CONVEYORS — No-leak design for OVERHEAD TROLLEY CONVEYORS 
shakeout sand and castings. One-piece, all long-life service on hot sand and castings molds and castings are ecor 
metal trough eliminates wear, leakage. With 


Operates in horizontal or steeply inclined led. Complete flexibility 
screened trough section, acts as shakeout paths. Also good as sorting conveyor pacity provided plus 


Cores, 
promi ally han 
of path and ca 


saving of floor space 
Ask your nearest Link-Belt office for new Book 

2423. It shows Link-Belt’s complete line of modern | j N K 

equipment for ferrous and non-ferrous foundries 

plus 7 tested layouts 


CONVEYORS AND PREPARATION 
MACHINERY 


LINK-BELT COMPANY: Fxecutive Offices, 307 N. Michigan Ave., Chicago 1. To Serve Industry 
Offices in All Principal Cities. Export Office, New York 7; Canada, Scarboro (Toronto 14) 


There Are Link-Bele Plants and Sales 
Africa, Springs. Representatives Throughout the World 


Australia, Marrickville, NSW.; South 
ts J 


For more facts, circle No. 86 on postage-free Reader Service card on p. 17 or 18 March 1955 « 





Products & Processes 


continued from page 10 


A Sand Conditioner 


Compact two ft by three ft portable 
foundry sand conditioner equipped with 
large diameter pneumatic tires for easy 
movement on uneven or sand foundry 
floors, is now available. Unit screens, 
aerates, and fluffs foundry sand in one 
operation and will handle 10 to 15 tons 
of sand per hour, or if fed manually—all 
the sand two men can shovel. The sand 
is fed directly on the screen, All lumps 
and balls of good molding sand are broken 
down by the lump-breaker. Simplicity 
Engineering Co. 
For more facts, circle No. 7 on p. 17 





az Tractor Shovel 


A new, more powerful two yd model 
HD-9G Tractor Shovel, with design modi- 
fications and construction improvements, 
offering greater productivity, longer life, 
maintenance simplicity, ease of operation 
and maximum visibility, has been an- 
nounced, Unit produces 100 net engine 
horsepower and 82 drawbar horsepower 

simultaneously handles maximum traction 
and hydraulic pump power requirements. 
Incorporates a new ceramic master clutch 
lining originally developed for aircraft 
wheel brakes, Allis-Chalmers Mig. Co. 


For more facts, circle No. 8 on p. 17 
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V Wire Straightening Machine 


Short lengths of wire from one to 12 in 
long and up to % in. in diameter are 
straightened and cut to size accurately 
and quickly by the Lewis No. 7 wire 
machine. Unit can be hand operated for 
production of small quantities of wire, or 
belt or motor driven for increased produc- 
tion. Graduated scale simplifies adjust- 
ment to produce any desired length of 
wire, Practicality and durability have 
been proven in extensive use by foundries 
in the preparation of core wire and in 
other industries. Lewis Machine Co. 


For more facts, circle No. 9 on p. 17 





v Mixing Machines 


New line of continuous-type mixing and 
pugging machines, engineered to handle 
any size material from dust to 1 in., in 
either a dry state or in a slurry, is now 
available. Mixers, which are manufactured 
in standard sizes, are engineered with 
production capacities to suit specific re 
quirements. They find wide application 
in such industries as foundry, chemical, 
metal producing and steel mills. Power 
requirements are generally one-fifth of 
batch operations because no peak loads 
are involved. Colonial Iron Works Co. 


For more facts, circle No. 10 on p. 17 


Fill out postcards on pages 
17-18 for complete infor- 
mation on items listed on 
pages 10-12-17-18-21-22 


A Portable X-Ray Unit 


New, U. S. made, versatile, portable unit 
for complete circumferential x-ray of 
weldments and construction of pipe lines, 
castings, boilers, tanks and similar equip 
ment in the field and in industrial plants 
has been developed. The high powered, 
light weight unit, called the X-Tron 180, 
contains a specially designed transformer 
and x-ray tube and a high voltage gen 
erator. Unit will penetrate 2 1/8 in. of 
steel and will traverse a pipe line greater 
than 12 in. in diameter. Mitchell Radia 
tion Products Corp. 


For more facts, circle No. 11 on p. 17 


A Core Blowing Vents 


Powdered Metal core blowing vents have 
recently been developed. They were de 
signed for venting Dietert Process pat 
terns and core boxes and have the ad 
vantage over conventional vents, it is 
claimed, in that they will not leave an 
impression of the finished shell, They 
consist of a porous metal disc mounted in 
a brass ferrule. Disc is mounted flush with 
the end of the ferrule and forms a con 
tinuous surface on the pattern. Harry W 
Dietert Co. 


For more facts, circle No. 12 on p. 17 
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Controlled Grinding 
Produces Absolutely Uniform 


SILICA FLOUR 


HUGE, MODERN GRINDING MILLS, equipped with the latest electronic con 
trols, assure the high chemical purity and perfect uniformity of Supersil 
Silica Flour 

If you want better castings with super-smooth finish and what 
foundryman doesn't——be sure to use Supersil 

In your mold wash, uniform Supersil always gives the same even coat 
ing. Its high fusion point and excellent refractoriness reduce metal pene 
tration and help to prevent surface defects 

For further information and samples of Supersil, send the coupon 
today to Pennsylvania Pulverizing Company, leading producers of Qual 
ity Silica Flour 


Supersil is another PENN-SAND product 





PENNSYLVANIA PULVERIZING COMPANY 


TWO GATEWAY CENTER, PITTSBURGH, PA 


Please send me further information and samples of each Wa-0M/ product 
checked below 


Name 
Company 
Address 
City State 
MOLDING SAND CORE SAND SANDBLAST SAND 


*\1954 Pennsylvania Gloss Sand Corp SHELL-MOLDING SAND SILICA FLOUR 
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AVERAGE 1,750 HEATS 


J 


The Schaible Company, Cincinnati, Ohio, leading 
producer of plumbing and heating equipment, has 
standardized on Taylor Sillimanite #213 Ramming 
Mix for lining this battery of 17 #600-M Campbell- 
Hausfeld gas-fired crucible furnaces melting 700- 
pound heats—#275 crucibles, Tests have proved to 
Schaible that Taylor Sillimanite (TASIL) linings last 
longer, require less patching. 

One TASIL rammed lining ran 2,051 heats of plumb- 
ing brass per lining. The average is approximately 
1,750 heats, On a semi-continuous operation this 


Exclusive Agents in Caneda: 
REFRACTORIES ENGINEERING AND SUPPLIES, LTD. 
Hamilton and Montreal 
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TASIL rammen cruciste 
FURNACES AT 


means 112 to 242 years’ service with a minimum of 
patching. This compares to 565 heats average for 
silicon carbide special shape linings with insula- 
tion backup. After considerable testing of other 
refractories, some Cheaper, some more expensive, 
TASIL #213 Ramming Mix is the standard refractory 
lining. 


TASIL works equally well in other types of crucible 


and barrel-type metal melting furnaces. Recommended 
for either gas or oil firing. Write for your free copy oi 
Bulletin #315. 


REFRACTORIES SINCE 1864 * CINCINNATI « OHIO « U.S.A 


For more facts, circle No. 102 on postage-free Reader Service card on p. 17 or 18 











The CONVENIENCE of I 
SOURCE OF SUPPLY PLUS 


The DEPENDABILITY of 4 
SOURCES OF SUPPLY 


for ALL your foundry coke 





There’s a plant near you— 


Semet-Solvay Division is the only merchant 
coke producer with four coke plants. And 
they are so strategically located that they 


plants has the latest machinery for screen- 
ing, for daily physical tests and chemical 
analyses. Our fifty years’ experience in coke 
making and our complete control over all 
phases of coke production from mine to 


can serve more than 82 per cent of the gray 
iron foundries in the Unieed States and 
Canada. This means that one or more of our 
plants can conveniently serve you. Each is 
ready to supply all the high-quality foundry 
coke you need...when you need it! Yes, 
your coke supply is assured when you specify 
Semet-Solvay for... 


cupola mean that Semet-Solvay can assure 
you of properly sized foundry coke that is 
dependable in supply and consistent in 
quality. That is why Semet-Solvay foundry 
coke means “Better Melting.” 





Another Semet ‘‘plus’’ 

FREE Metallurgical service 
To give the specialized “outside” 
aid that often clears up trouble or 
variable results in a foundry, Semet- 
Solvay has available Foundry Metal- 
lurgists—practical foundrymen who 
are not only experts in the use of 
Semet-Solvay foundry coke in the 
cupola, but are qualified consultants 
in many phases of gray iron foundry 
operations. 

Let them help you. There's 
no charge or obligation. 


Semet’s new capacity is a record 
3,750,000 tons per year! 


Thanks to a new battery of 76 coke ovens at 
our Ashland, Kentucky, plant, Semet-Solvay 
goes even further out fone as the largest 
producer of merchant coke in the country 
...3¥% million tons per year! And, because 
Semet has no prior commitments with affli- 
ated steel plants or public utilities, our foun- 
dry coke customers have first call on our 
output. You get the kind of coke you want 
when you specify Semet-Solvay because. . . 


Yous coke is sized to fit your cupola 


You have your choice of 5 sizes when ave 
“go Semet,”’ for each of Semet-Solvay’s four 











SEMET-SOLVAY DIVISION 
Allied Chemical & Dye Corporation 


40 Rector Street New York 6, N.Y. 
hemical 


Cincinnoti—723 Dixie Terminal Building, Cincinnati 2, Ohio Cleveland—2405 Terminal Tower Building, Cleveland 13, Ohio 
Detroit—2532 Buhi Building, Detroit 26, Michigan Buffalo—602 Genesee Building, Buffalo 2, N.Y 
Terente—25 King Street, Room 1317, Toronto |, Ontario, Canodo 
Western Distributer: Wilson & Geo. Meyer & Co., 333 Montgomery St., Son Francisco, Calif 
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DELTA 
PERMI-BOND 


SEA COAL REPLACEMENT 
IN MOLDING SAND 


DELTA PERMI-BOND is a revolutionary de- 
velopment which eliminates the use of SEA 
COAL ... and its inherent disadvantages... . 
in moiding sands. 

It is a specially prepared pure hydrocarbon, 
completely volatile at elevated temperatures. 
It decomposes to form a vapor-gas cushion, 
which is reducing in nature, and leaves only a 
trace (two-tenths of 1% maximum) of ash. 
NOTE THESE IMPORTANT ADVANTAGES 
. + 1, Always uniform. 2. Eliminates sand con- 
tamination. 3, Greatly reduces gas, smoke, soot 
and dirt in the foundry. 4. Provides correct 
amount of vapor gas in the mold cavity to pre- 
vent casting blows. Allows use of lower permea- 
bility sand. 5. Increases dry strength of sand 
75% to 90%. 6. Prevents scabbing, buckling, 


DELTA 


DRI-BOND 


IN CORE SAND 


DELTA DRI-BOND BINDER is a product of 
several years of research and experimentation 
in our own sand research laboratory and proved 
by additional years of actual experience-in-use 
data compiled by prominent foundries. The 
excellent results obtained with Delta Dri-Bond 
Binder, reported by all sources, establish be- 
yond question both the outstanding superiority 
and greater economy of this new product for 
use in steel, gray iron and non-ferrous foundries. 


In recent tests, conducted by impartial per- 
sonnel, it was definitely proved that Delta Dri- 
Bond Binder has (a) — higher tensile and com- 
pression strength, (b) — much greater water- 
proofing properties and (c) 





rat-tailing and cutting which 
greatly reduces scrap castings. 
7. Improves casting finish, cuts 
cleaning room costs to a mini- 
mum, 8. More economical to use; 
reduces your sand costs. 9. Much 
cleaner and more foolproof to use 
than sea coal, 


wy 


MANUFACTURERS OF 


DELTA OIL PRODUCTS CO. 


FOUNDRY PRODUCTS 


16 * American Foundryman 


‘DELTA 
SAND CONDITIONING 


OILS 
FOR CORE AND MOLDING SANDS 


SCIENTIFICALLY CONTROLLED 


— considerably higher green 
strength and hot strength than 
other dry binders tested. 


DELTA SAND CONDITIONING OIL is a very fluid 
organic liquid with a light greenish color cast. It has a 
very low surface tension and acts as a lubricant in sand 
mixes. It improves the flowability and workability of both 
molding bw core sand mixes. Its greatest use is in core 
sand mixes where, in addition to improving the flowability 
of the sand, it helps eliminate sand sticking to the core boxes. 
It has proven exceptionally useful in the elimination of 
core sand sticking problems in plastic resin core sand mixes. 


Get the Facts . . »« Working sam- 


ples and complete literature on Delta 
Foundry Products will be sent to you 
on request for test purposes in your own 
foundry. 


MILWAUKEE 9, 
WISCONSIN 


For more facts, circle No. 75 on postage-free Reader Service card on p. 17 or 18 








Products & Processes 


continued from page 12 


with 
Grindway Safety Rings. Rings are made 
of @ material which a tensile strength 


For more facts, circle No. 13 on card 





Fill out postcards on pages 
17-18 for complete infor- 
mation on items listed on 
pages 10-12-17-18-21-22 
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Mere data, Information, prices 4 
can be obtained on all 
advertised and listed 

products, bulletins, services 









Direct Reading Spectrometer 
A direct reading spectrometer has been 
modified to provide fast spectrechemical 
analysis on the foundry or meta! fabricat- 








by using 


postage-free 
Reader Service card 













436, it has a melting capacity of 50 Ib of 
steel or other metals. Stokes Machine Co. 


For more facts, circle No. 15 on card 








Break-Resistant Blade 


duced. Both sides of the blade are symetri- 
cally covered with raised abrasive 
“polkadots”, each acting as an extra cut- 
ting edge. Dots reduce side-friction. Clip- 
per Manufacturing Co. 

For more facts, circle No. 16 on card 








For more facts, circle No. 17 on card 








Celor Hardness Tester 


on a production basis. Unit is designed for 
minimum maeintenence end simple opere- 
tion. Steel City Testing Mashine, Inc. 


For more facts, circle No. 18 on card 
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Free Foundry Information 





Sand Control 


Volelay Bentonite News Letter No, 37 
points out that many believe that the real 
value of venting is not to relieve steam 
pressure but to punch the molding sand 
with vent holes that best allow the sand 
to expand more freely. Thus, fewer scabs 
aad buckles occur. American Colloid Co. 


For more facts, circle No. 23 on card 





Fill out postcards on pages 
17-18 for complete infor- 
mation on items listed on 
pages 10-12-17-18-21-22 


Core Blowers 
Data is available pointing out how Cham- 
pion Fleziblos in a magnesium foundry 
meant real savings on small and medium 
size cores. In producing precision mag- 
nesium aircraft castings the foundry de- 
pends on Champion Flexiblo Core Blow- 
ers and Speedmullors. Beardsley & Piper. 
For more facts, circle No. 25 on card 








Steel Shot Abrasives 
Bulletin 89B tells how to obtain the low- 
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benefits of this new foundry method. Gen- 
eral Electric Co. 


For more facts, circle No. 30 on card 
continued on page 21 
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Steel is the measure of our strength as a nation, the source ma 
terial for armaments and the key to our industrial expansion. 


Castings made from steel are doing a job thought tm 
possible a few years ago and all this with the help of 
United’s Core Binders. Finer castings in steel and alloy 
are being produced every day with Korbond and lop 
hond 

KORBOND CORE OILS have done a job for the 
most delicate Monel Castings and for huge castings in 
tecl that weigh-in at &O tons water wheels for 
our hydro-electric plants 

PTOP-BOND 1s a companion product a spray for 
‘recen sand cores and molds which builds up surfacs 
hardness and protects firm sharp edges from rubbing 
lop-bond will air dry, leaving a bonding resin that 
cally ties down every grain of 

sand. It will help produce clean 

smooth castings and save endle: 


expense in the cleaning room 


@ 


We will he glad to send bulletins th describe 
Korhond Core Oils in more detail a nd explai 
how Top-hond can pay its own way as an ai 


fo finer castines 





COLEMAN TOWER OVENS 


provide all these major advantages 





® INCREASE PRODUCTIVITY 


Savings through consistent, de- 
pendable production of per- 
fectly baked cores; eliminat- 
ing rejects, makeovers and 
casting losses due to improper 
core baking. 


SAVE SPACE 


Vertical design permits saving 
of approximately 75% of floor 
space over batch ovens of 
the same capacity. Cores are 
"smoked -off" and cooled be- 


fore leaving unloading station 


REDUCE MAINTENANCE 


Heavy duty construction for 
continuous, dependable per- 
formance and economical op- 
eration reduces maintenance 


cost to a minimum, 


Coleman Tower ovens use only 25% of floor space 
required by batch type ovens of same capacity. 


Patented Open Center permits close, efficient 3-way loading feature increases ac 
grouping of coremakers around the oven cessibility 300% over ordinary vertical 
results in increased coremaker productivity oven designs 


Coleman Tower Ovens are the most widely used continuous core baking ovens 
in the foundry industry. They have brought the advantages of mechanization to 
large and small foundries and have made important cost reductions. Why not 
find out whether Coleman Tower Ovens can bring the same savings ‘o you? 
Our engineers are available without obligation to make practical recommenda- 
tions for your particular requirements ...call or write today ! 


WRITE FOR BULLETIN 54 


THE FOUNDRY EQUIPMENT COMPANY 
1821 COLUMBUS ROAD CLEVELAND 13, OHIO 


WORLD'S OLDEST AND LARGEST FOUNDRY OVEN SPECIALISTS 





D SAVE TIME 


Cores of widely different sizes 
and shapes can be handled 
at the same time, all baked 
with consistent uniformity 
Trucks, racks and money- 
wasting handling methods are 


eliminated. 


SAVE BINDER 


Proper core baking atmos 
phere and uniform tempera- 
ture provide sizeable savings 
in conventional or high speed 


binders 


> SAVE FUEL 


The recovered heat is used 
over again, thus yielding im- 
portant fuel saving. The most 
economical fuel available to 


you can be conveniently used. 


Recuperative cooling system “smokes-off” 
and cools the cores before they reach 
unload station 


A COMPLETE RANGE OF 
TYPES AND SIZES 


for every core baking and 
mold drying requirement 
Tower Ovens * Horizontal Conveyor Ovens 
Cor-Type Core Ovens * Car. Type Mold Ovens 
Transrack Ovens * Rolling Drawer Ovens 
Portable Core Ovens * Portable Mold Dryers 
Dielectric Core Ovens 


20 * American Foundryman For more facts, circle No. 79 on postage-free Reader Service card on p. 17 or 18 











Core or Mold Machine 


Bulletin AN describes the International 
Type AN Machine for short runs, Unit is 
designed for job or production work in 
any foundry. It is flexible—for either 
cores or molds. Can be made in any size 
Turn-over capacity of 1500 to 10,000 Ib 
International Molding Machine Co. 










For more facts, circle No. 31 on p. 18 











Portable Hardness Testers 





Literature is available describing the King 
Portable Brinell Hardness Tester. Ad- 
vantages listed are: it puts an actual load 
of 3000 kg on a 10 mm ball; can be used 
in any position—even upside down, and is 
equally accurate as portable or stationary 
equipment. Andrew King. 








For more facts, circle No. 32 on p. 18 





Conveying Equipment 





Book 2423 is helpful when a castings or 
sand handling or preparation problem oc- 
curs. Book shows Link-Belt’s complete 
line of modern equipment for ferrous and 
non-ferrous foundries. Also includes seven 
tested layouts showing mechanization. 
Link Belt Co. 










For more facts, circle No. 33 on p. 18 








Enclosed-Tip Thermocouples 


Descriptive literature is available describ- 
ing Marshall Enclosed-Tip Thermocou- 
ples as an aid in making the best castings 
of brass, aluminum or magnesium, (or 
alloys). Thermocouples are a tool that en- 
ables the foundryman to check the heat 
of molten metal. L. H. Marshall Co. 










For more facts, circle No. 34 on p. 18 
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Core Sand 





Literature listing proper core sand recom- 
mendations is now available, Points out 
how a constant AFS grain analysis of 
40,44,49, 52 and 55 is maintained through 
continuous testing with up-to-date labora- 
tory methods. This means less core break- 
age. Nugent Sand Co. 








For more facts, circle No. 35 on p. 18 


Band Saw 


Bulletin No. 116-DH tells how the Oliver 
Band Saw takes 35 in. under guide to saw 
extra large patterns. Has 36 in. diameter 
wheels. Cuts true and steady without vi- 
bration at all speeds. Gives clearance for 
sawing large patterns, jigs and fixtures, 
Oliver Machinery Co. 









For more facts, circle No. 36 on p. 18 
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Free Foundry Information 


continued from page 18 





Core Oii 


Technical data regarding core oil used in 
present or future casting operations is now 
available. Advantages listed are: depend 
able uniformity, concentrated 
obnoxious odor, seepage eliminated, wide 


form, no 


temperature range, polymerized formula 
tion and minimum gas, Penola Oil Co 


For more facts, circle No. 37 on p. 18 


Aluminum Alloy 


Bulletin No. 103 (Rev 
natural aging curves for Tenzaloy, a high 
strength aluminum casting alloy. Sixteen 
special features and characteristics about 
Tenzaloy of interest to designers, product 
engineers, foundrymen and finishers are 
noted. Federated Metals Div 


2) gives updated 


For more facts, circle No. 38 on p. 18 


FREE TEAR SHEETS 


of all AMERICAN FOUNDRYMAN articles ave 
available on magazine 
intact and pass it on for others to use. For 
free tear sheets, write to Editor, AMERICAN 
FOUNDRYMAN, Golf & Wolf Roads, Des 
Plaines, Ill. Please show company connection 
and your title on tear sheet request 


request. Keep your 


nese 


Arc Furnace Electrodes 
Bulletin No, 162 
hydraulically 
Electrodes 
smoothly to an 


Askania 


positioning ar 


describes the 
system of 
react in 


furnace electrodes 


stantaneously and elec 
trical signal proportional to arc imped 
ance. Photos and diagrams are included 


Askania Regulator Co 


For more facts, circle No. 39 on p. 18 
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Hose Check List 


Hose check list to obtain longer hose life 
and better performance is now available 
Printed in black on a yellow background 
for easy reading, the 11-point check list 
high-lights four common abuses of hose 
with drawing. Chart size is 8'2 x 11 in 
Thermoid Co 


For more facts, circle No. 40 on p. 18 


Automation Dictionary 


Automation Dictionary some 87 


words and phrases, all of which had their 


covers 


origin with the engineers but are now 
creeping into the lexicon of today’s mod 
ern businessman. Booklet explains words 
and phrases in layman-like 


Minneapolis-Honeywell Regulator Co 


definitions 


For more facts, circle No. 41 on p. 18 








Fill out postcards on pages 
17-18 for complete infor- 
mation on items listed on 


pages 10-12-17-18-21-22 


Aluminum Coating 


Descriptive literature is available which 
points out that the outstanding advantage 
of the Alumicoat Process lies in the fact 
that 
alloying is not 


pure aluminum can be used since 
necessary to secure me 
chanical strength. Photos illustrate proc 


ess. Arthur Tickie Engineering Works, Inc 


For more facts, circle No. 42 on p. 18 






Band Wheel Catalog 


New abrasive band wheel catalog shows 
wide range of sizes and lists prices for over 
50 standard sized wheels and matching 
abrasive bands in grits from 24 to 400 
Photographs portray band wheels being 
used for patternmaking and deburring 
Even-Cut Abrasive Band Co 


For more facts, circle No. 43 on p. 18 






Electronic Core Baking 


Booklet Electronic 
Core Baking Equipment is now available 


Lists the most frequent questions asked 


describing Thermex 


about electronic baking and gives the 


answers. Discusses plastic driers for the 
Also includes specifica 


The Girdler Co 


foundry industry 
tions and diagrams 


For more facts, circle No. 44 on p. 18 








Plaster Mold Castings 


“How Plaster Mold Castings Pare Your 
Costs” is the title of a 12-page, pocket 
sized, illustrated booklet now available 
Explains how parts in limited runs or 
pilot runs are produced in plaster molds 
to achieve precision castings at low cost 


Hale Foundry Co 


For more facts, circle No. 45 on p. 18 








Aluminum Alloy Specifications 
New 


physical and chemical properties of Ti 


specifications sheet detailing the 


tanite, a high-strength aluminum alloy 
used for making castings with properties 
that compare with heat treated castings, 
Aluminum Smelting & 


is now available 


Refining Co 


For more facts, circle No. 46 on p. 18 


Liquid Core Paste 


Folder describing Lyquagrip, a liquid core 
paste, is now available, Tells how paste 
is odorless, light in color, non-fermenting, 
non-corrosive, resists moisture, and fast 
drying and quick initial set. Cores can be 
returned to oven as paste withstands oven 


temperatures. Whitehead Bros. Co 
For more facts, circle No. 47 on p. 18 
continued ; 


on pra ‘ 
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Free Foundry Information 


continued from page 21 


Space Heaters 


A brochure of engineering case studies, 
now available, describes eight metalwork- 
ing applications where warm air space 
heaters were used to temper large volumes 
of fresh make-up air for plant ventilation. 
Substances originated in pickling, paint- 
ing and hot galvanizing areas, Dravo Corp. 
For more facts, circle No. 48 on p. 18 


Graphite in Electrometallurgy 


Booklet, “Engineered Performance,” tells 
how advanced process technology assures 
dependability and uniformity of GLC 
electrodes, anodes, mold stock and graph- 
ite specialties, Outlines some reasons why 
the Electrode Div. has made such steady 
progress. Great Lakes Carbon Corp. 
For more facts, circle No. 49 on p. 18 


Refractories Properties 


New 24-page booklet gives the latest 
physical and chemical properties on super 
refractories by Carborundum,. Data are 
assembled in easy to find style and are 
augmented by lists of applications to- 
gether with pertinent charts and tables. 
The Carborundum Company. 
For more facts, circle No. 50 on p. 18 


Cadmium Electroplating 


Bulletin P-131 describes an improved 
process for electroplating of cadmium. 
Stevco Bright Cadmium Process was de- 
signed to supply demands for a bright 
cadmium deposit to meet definite thick- 
ness of deposit and corrosion protection 
specifications, Frederic B. Stevens. 
For more facts, circle No. 51 on p. 18 


Lift Truck Operation 


Form 1214, “How to Operate a Lift 
Truck,” is prepared for use as part of an 
operator training program. It is slanted 
for both the beginner and the experienced 
operator, Contains information about the 
operation of a lift truck, preventive main- 
tenance and safety. Hyster Co. 
For more facts, circle No. 52 on p. 18 


Safety Equipment Catalog 


Bullard No, 55 Catalog, a new safety 
equipment booklet, is now available. In- 
formation on all Bullard Safety Products 
is given in a quick and efficient manner. 
Photos of all items explained are shown 
with easy-to-read technical data. E. D. 
Bullard Co. 
For more facts, circle No. 53 on p. 18 
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Resin Catalog 
Shell Mold Resin Catalog, divided into 
three sections: general information, shell, 
molding and data sheets, is now available. 
Shell molding is explained and the ad- 
vantages of the process such as closer 
tolerances and increased production are 
pointed out. Schenectady Varnish Co. 
For more facts, circle No. 54 on p. 18 


tet 


Reprints and Bibliographies 


Reprints and bibliographies listed 
below have been made available 
by the AFS Technical Dept. or by 
AMERICAN FOUNDRYMAN. Ask for 
them by giving code designation on 
dotted line of postpaid Reader Serv- 
ice Card, pages 17-18. 


RB! . . “Casting Design” 

RB2. . “Gating and Risering”’ 

RB3 ... “AFS Research” (lists 58 papers) 
RB4. . “Nondestructive Testing” 

RBS... “Machinability” 

RB6.. “Casting Defects” 

RB7 .. “Foundry Layouts” 

RBS... “Shell Molding” 


Foundry Ovens 


Bulletin No. 1152 describes Moco Found- 
ry Ovens with maximum air recirculation 
horizontally. Shows photos and gives ex- 
planations of car or rack ovens, conveyor 
core ovens and roller drawer ovens. Lists 
eight advantages that are engineered into 
the ovens, Michigan Oven Co. 
For more facts, circle No. 55 on p. 18 


Dust Collecting System 


Booklet is available showing drawing and 
diagram of a typical Schneible dust col- 
lecting and ventilating system for mold 
conveyor unit. Explanation and drawing 
of typical equipment in the casting clean- 
ing room is also included. Claude B. 
Schneible Co. 
For more facts, circle No. 56 on p. 18 


Core Sand 


Booklet, “Sands, Moisture, Binders— 
How Do They Affect Foundry Cores,” is 
now available. It is a condensation of sev- 
eral research reports covering these fac 
tors. Points out how any core property 
can be changed by using different types 
of sand, Archer-Daniels-Midland Co. 
For more facts, circle No. 57 on p. 18 


Fill out postcards on pages 
17-18 for complete infor- 
mation on items listed on 
pages 10-12-17-18-21-22 


Hand Geared Cranes 


Bulletin HG-948 describes the single 
girder hand geared underhung cranes and 
hand geared top running cranes. Photos 
show actual installations. Also illustrated 
are, jib, push type, motor driven double 
girder and gantry cranes. /ndustrial Crane 
& Hoist Corp. 
For more facts, circle No. 58 on p. 18 


Parting Compound 


Illustrated Bulletin No. 427 discusses the 
use of ‘dag’ Colloidal Graphite as a part- 
ing compound. Specific ‘dag’ dispersions 
for many industrial uses, and techniques 
of application including the new stencil 
pattern application, are presented, Ache- 
son Colloids Co. 
For more facts, circle No. 59 on p. 18 


Abrasive Grains and Powders 
Booklet No. 14 


charts and illustratiors on abrasive grain 
and powders for use in metal finishing 
Includes many of Carborundum’s latest 
abrasive engineering recommendations. 
Contains suggested layout for set-up room 
and curing room. Carborundum Co. 

For more facts, circle No. 60 on p. 18 


contains informative 


Combustion Tubes 


Leaflet discusses laboratory combustion 
tubes, boats and shields. Points out their 
high refractory value, resistance to slag 
attack and variety of shapes and sizes 
available. Catalog listings and sizes and 
prices are also included in the booklet 
Harry W. Dietert Co. 

For more facts, circle No. 61 on p. 18 


Blasting Machine 


Bulletin No. 124-B describes the 48 x 42 
in. Wheelabrator Tumblast, an airless 
blast cleaning machine employing the 
tumbling principle in conjunction with 
the hurling of metallic or non-metallic 
abrasives. American Wheelabrator & 
Equipment Corp. 
For more facts, circle No. 62 on p. 18 


Aluminum Alloys Handbook 


New illustrated two-color 60-page “Alu- 
minum Casting Alloys Handbook” has just 
been published. In addition to descriptive 
material on metallurgy and casting prac- 
tices, it consolidates all important spec- 
ifications pertaining to aluminum casting 
alloys. American Smelting & Refining Co 
For more facts, circle No. 63 on p. 18 





Mr. Ray Sutter at the single-station control panel of the shell molding 
machine made by Sutter Products, Dearborn, Michigan The Sutter 
was one of the first machines to provide a completely automatic 
molding cycle including closely controlled coating, temperature and 
curing time. Maximum shell capacity is 20” x 30” x 6”; production 
rate 45 to 60 shells per hour. Gasfired; electric curing oven optional. 


SPEED SHELL MOLDING WITH 
DOW CORNING 8 EMULSION 


Assure Fast, Positive Release 
Keep Patterns Clean 
Nonflammable and Noncorrosive 
Dilutable in Hard or Soft Water 
Resists Creaming or Separating 


You can rely on Dow Corning 8 Emulsion to deliver finished 
shells promptly, easily and economically. Especially designed 
for the shell process, this silicone parting agent can’t break 
down at operating temperatures to form a carbonaceous 
deposit on pattern surfaces. Cleaning costs are minimized, 
and you increase production of shells with consistently high 
dimensional accuracy. For more information and a free 
trial sample, return the coupon today. 


in silicones 


DOW CORNING oO ("6 BE CORPORATION 
SILICONES , 


MIDLAND MICHIGAN 


ATLANTA CHICAGO CLEVELAND DALLAS DETROIT LOS ANGELES HEW YORK WASHINGTON, O.C. (S. VER OrRING, He 


CAanagr a write . > ene.ane . vaanmce 
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in the Foundry 
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FORD MOTOR USES SILICONE GREASE 
IN CORE OVEN CONVEYOR BEARINGS 


With peak temperatures reaching 
700 F, the six core oven conveyors at 
the River Rouge foundry of Ford 
Motor Company operate 16 hours a 
day, five days a week Each system 
has 4 six-inch roller bearings mounted 
in the oven and 1200 trolley bearings 
that are exposed to oven temperatures 
, 


an average of 2 out of every 4 oper- 


ating hours 


That's rough treatment for any bear- 
ing. Despite continuous lubrication and 
frequent cleaning, no conventional 
organic lubricant was able to prevent 
repeated work stoppages rrolley 
bearings froze; rolling rfaces were 


flattened 


In 1948, after several successful test 
run Ford changed over to Dow 
Corning 41 Grease in all 7224 troll 

and roller bearing Power required 
to move the conveyors dropped 80 

The relubrication schedule for trolley 
bearings was reduced to once a week 
on month for the roller bearing 
Labor replacement ind maintenance 
costs have been cut to a fraction of 


their former level 


Ford's experience is typical of the 
report received from hundreds of 
plants now using Dow Corning 41 
Grease in low-speed, antifriction bear 
ings exposed to high operating temper 
atures Data and performance a 
proved by many case histories ar 
given in a new brochure on. this 
remarkably heat-stable and versatil 
ilicone lubricant. For your free copy 
of this brochure, call our nearest 


branch office or, 


Mail this coupon 
TODAY 


DOW CORNING CORP 
Dept. 0103 
Midland, Michigan 


Gentlemen: Please send me 


[] Technical data on Dow Corning 
& Emulsion 


[) Free sample of Dow Corning 8 
Emulsion 

[] Performance data on Dow Corning 
41 Grease 

Name 

Company 

Street 





Produce More 
Top Qualit 


Castings 
with 


Top Quality 
FOUNDRY 
MATERIALS 


Use these Time-Tested 
Products for Best Results 


SAND 
Portage (Wis.) Silica 
Century Molding 

* Ottawa Blackhawk Silica 
Muskegon Lakesand 
Tenn, & ind, Molding 
Utica Crude Silica 
Silko Molding 

* Zircon Sand, Flour and Wash 
Berlin Coresand 
Red Flint Annealing 
New Jersey Molding 
Gallia Red Molding 
Albany Molding 


BONDING CLAYS 
* Volclay, MX-80 (Granular) 
* and Panther Creek Bentonite 
* Goose Lake Fire Clay 
*Grundite Bonding Clay 


ABRASIVES 

Tru-Steel Steel Shot 
* Malleabrasive Shot and Grit 
* Certified Shot and Grit 
* Blackhawk Sand Blast Sand 
* Super-Titan Nozzles 


REFRACTORIES & MISC. 


Cargan Cupola Gun Mix 
Firegan Ganister 

* Microsil Silica Flour 
Fluxing Limestone 

* Five Star Wood Flour 

* Sultron Foundry Flux 
Fluorspar—Lump & Gravel 
Wood—Slabs & Edgings 


* Whse. Stocks carried 


CARPENTER 
BROTHERS 


INCORPORATED 


Liita 606 W Wisconsin Ave 
MILWAUKEE wis 


Tel. BRoadway 6-0140 


BRANCH OFFICES 


ST. PAUL, 5 MUSKEGON 
1803 Princeton Ave. 1209 Moulton %. 
Tel. EMerson 6312 Tel. 4-7248 


For more facts, circle No. 70 on p. 17-18 
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Letters to the Editor 


Letters should be addressed to American 
Foundryman, Golf & Wolf Roads, Des Piaines, 
i. Letters signed but will be 


published without signature on request. 


must be 


Now He Gets It 


Until recently I didn’t receive AMERICAN 
FOUNDRYMAN as so many of the fellows 
in the plant do. Instead, I “borrowed” one 
of the shop copies and took it home where 
I could study it quietly, away from the 
press of production. Now I receive my 
own copy at home, and the shop again 
has an extra copy for others to read. 
NAME WITHHELD 


Tear Sheets Gladly Sent 


We would appreciate receiving ten tear 
sheets of the article “Melting and Pouring 
Bronze” by A. E. Cartwright which ap- 
peared in the January 1955 issue (pages 
50-56). This article was very stimulating 
and will be an excellent addition to our 
Technical Library. 

T. S. GAMBLE 

Asst. to General Sales Manager 

National Carbon Co. 

Toronto, Canada 


Please send me the tear sheets on “Malle- 
able Gating” by Lawrence Winnings, sta 
ing on page 35 of the January 1955 issue 
of AMERICAN FOUNDRYMAN. 
WILLIAM J. DELL, Metallurgist 
Arcade Malleable Iron Co. 
Worcester, Mass. 


Please send me two tear-sheet copies of 
“Mechanized Shell Molding” by F. Eu- 
gene Murphy. The article appeared on 
pages 42-45 of the January 1955 issue of 
AMERICAN FOUNDRYMAN. 
D. J. Kocn, Plant Engineer 
Sivyer Steel Casting Co. 
Milwaukee, Wis. 


I will appreciate very much your sending 
me tear sheets of the following articles 
which appear in the January 1955 issue: 
“Cooling Castings After Shakeout” by 
T. J. Glaza (pages 46-47) and “Sand Rec- 
lamation Unit Cuts Costs” by Hubert 
Chappie (pages 48-49). 

Frep B. Henry, Sales Mgr. 

Jeffrey Mfg. Co. 

Columbus, Ohio 


Would appreciate receiving articles en- 
titled “Holding Blast Humidity Constant” 
and “How to Prevent Copper-Base Alloy 
Casting Detects.” 

F. J. Gepemer, Engineer 

Nekoosa Foundry & Machine 

Works 
Nekoosa, Wis. 


Please forward two sets of Foundry Facts 
tear sheets relating to “Copper-Base Cast- 
ing Detects.” The article appears in the 
December issue on pages 61-63. 

G. C. NASH 

Proof Co. 

Goshen, Ind. 


We would like to obtain tear sheets of the 
article appearing on pages 138-143 in the 
May 1954 issue of the AMERICAN 
FOUNDRYMAN entitled “Developments in 
Shell Molding’ by E. 1. Valyi. 

C. L. CARTER, Pres. 

Albion Malleable Iron Co. 

Albion, Mich. 


We would like a copy of the article “How 
to Design an Exhaust System” by W. W 
Dodge appearing on pages 50-55 of the 
August 1954 issue of AMERICAN FOUND 
RYMAN. 

R, O. WIGGER 

Lewis-Mathes Co 

East St. Louis, Ill 


We should be glad if you could send us 
a copy of the following articles appearing 
in the November 1954 issue of AMERICAN 
FOUNDRYMAN: “Effect of Coke Size on 
Cupola Melting” by W. W. Holden ( pages 
38-40) and “Recommended Minimum 
Standard for Commercial Carbon Steel 
Castings” (pages 65-66). 
Ws. E. FULLER, Information 
Officer 
British Steel Castings Research 
Assoc. 
Sheffield, England 


Please send us a copy of the article “Melt 
ing and Pouring Bronze” (pages 50-56) 
by A. E. Cartwright as it appeared in the 
January 1955 copy of AMERICAN FouND- 
RYMAN. 

EDWARD S. ADLER 

Canton Products 

Canton, Ohio 


We would appreciate receipt of two re 
prints of the article entitled “How to Pre 
vent Copper-Base Alloy Casting Defects’ 
which appeared on pages 61 through 63 in 
the December 1954 issue of AMERICAN 
FOUNDRYMAN. 

WILLIAM L. MACKIE 

U. S. Naval Air Missile Test 

Center 
Point Mugu, Calif 


We would appreciate your sending us a 
copy of the article by W. A. Spindler, 
W. B. Pierce and R. A. Flinn “Revised 
Spiral Test Relates Fluidity to Phase 
Diagram” (pages 56-58), which appears 
in the September 1954 issue of AMERICAN 
FOUNDRYMAN. 

H. F. Ke_ver, Jr., Met. Eng. 

American Radiator & Standard 

Sanitary Corp. 
Louisville, Ky. 








is the shortest route between two points 















L Raw Management Planning Time Finished 
Material $$$ $$$ —__—___— . —_—————— Product 
Stage Delivery 











. and the most logical reason why this new 






American Foundrymen's Society publication —TIME 
AND MOTION STUDY FOR THE FOUNDRY 


is such a vital help to foundry management 







Actually, this book is a symposium of carefully 






selected articles that provide practical 









foundrymen with the ‘shortest route" to 


TIME AND MOTION STUDY 
FOR THE FOUNDRY 





® SAVINGS IN LABOR 






SAVINGS IN TIME 









REDUCTION IN COSTS 







INCREASED MARGINAL PROFIT 


TIME AND MOTION STUDY FOR THE FOUNDRY 


is a casebound, 8'/ x 11-inch book, totaling over 165 







pages. It is a collection of material that is invaluable as a 






guide to small managements seeking guide posts for a 







standards department to standards departments 
AMERICAN FOUNDRYMEN’S SOCIETY seeking to compare and evaluate their efforts with a 
Golf and Wolf Roads correlation of workable procedure and proven experience 
Des Plaines, Illinois to management, for widening their horizons of 






accomplishment through motion and time study performance 






Place my order for copies of 
TIME AND MOTION STUDY FOR THE FOUNDRY Compiled under the direction of the AFS Industrial Engineering 


(C) Remittance Enclosed [_) Send Invoice Committee, TIMI v ON STU ? 
includes 24 separate papers, prepared 









AN 






Title by authorities in their respective fields of activity —it is 









replete with hundreds of descriptive photographs, 









tables and charts. 









Order your copies now: $5.50 to AFS 
$9.00 to Non-Members. 







Members; 
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Foundrymen in the News 


P. E. Cavanagh has been named director 
of the Department of Engineering and 
Metallurgy, Ontario Research Founda- 
tion succeeding O. W. Ellis, who has re- 
cently retired, After receiving his B.A.Sc 
in metallurgical engineering from the Uni- 
versity of Toronto, Mr. Cavanagh was em- 
ployed by the Ontario Research Founda- 
tion until 1939 when he was employed in 
the Metallurgy and Open Hearth Depart- 
ments of Steel Company of Canada, From 
1943 to 1946 he was employed in part by 
Allen B. DuMont Laboratories, Inc. as 
chief metallurgist and in part by Allen B. 
DuMont Laboratories at the Ontario Re- 
search Foundation. Previous to his present 
position, Mr. Cavanagh was assistant di- 
rector. 

Mr. Ellis was born at Swindon, Eng- 
land, and received his technical training 
at the University of Birmingham, Bir- 
mingham, England. He served a railroad 
apprenticeship with the Great Western 
Railway at Swindon and taught metal- 
lurgical engineering at the University of 
Toronto, In addition, he conducted re- 
search at Mellon Institute, Pittsburgh, 
Pa., and was a research metallurgist with 
Westinghouse Electric & Mfg. Co., East 
Pittsburgh. He was the director of the 
Department of Engineering and Metal- 
lurgy, Ontario Research Foundation, from 
1929 until his retirement the end of 1954. 


Ted Operhall has been elected president 
of Misco Precision Casting Co. Mr. Oper- 
hall is also president of the Investment 
Casting Institute. 


Robert D. Barron has been appointed man- 
ager of National Plant, National Radiator 
Co., Johnstown, Pa. He succeeds John 
£. Harris, who has been named manager 
of engineering at the company’s Viking 
Air Conditioning Div., Cleveland. 


H. L. Beynon, W. W. Cockrill, O. H. Read, 
and C, H. Coats have been appointed as- 
sistant general sales managers, and W. K. 
Stevens has been named sales manager of 
the Woodbridge Div. 


H. E. Ehlers, Jr., has been promoted to the 
post of general sales manager for Joseph 
Dixon Crucible Co., Jersey City. ®. C. 
Brock was promoted to industrial sales 
manager, and D. C. McMillin was promoted 
to district manager, Pacific Coast District 


William E. Jones has been appointed works 
manager of Josam Manufacturing Co., 
Michigan City, Ind. He will be responsible 
for operating the foundry and machine 
shop in addition to other departments. 


Albert P. Gagnebin has been appointed 
assistant manager of the Nickel Sales De- 
partment, International Nickel Co., Inc. 


Edward 8. Bitzer was appointed assistant 
manager of the Nickel Alloys Department, 
and Keith D. Millis has been placed in 
charge of the Ductile Iron Section of the 
Development and Research Div. 


Fred B. Riggan, former vice-president in 
charge of research and development for 
Key Company, East St. Louis, IIL, and 
consultant to the steel foundry industry, 
has joined Texas Steei Co. of Fort Worth, 
Texas, as chief metallurgist. 


Norman WN. Breyer, formerly chief of the 
Armor Section, Detroit Arsenal, has 
joined Continental Foundry & Machine 
Co., East Chicago, Ind., as metallurgist 
for the Armor Div. 


Dr. R. J. Sarjant has been appointed di- 
rector of research of the British Steel 
Castings Research Association. Dr. A. H. 
Sully has been appointed associate di- 
rector of research. 


Joseph P. Bradshaw has been named a 
district sales manager in the Western 
Region for Industrial Truck Div., Clark 
Equipment Co. 


Howard N. Farmer, Jr., has joined the De- 
velopment and Research Div., Interna- 
tional Nickel Co., Inc., as a member of the 
West Coast Technical Field Section at 
Los Angeles. 


continued on page 28 


W. E. Jones . . . works mgr. 


H. E. Ehlers, Jr. . 


A. P. Gagnebin . . 


. +» promoted 


» asst. mgr. 


. in charge 


P. E. Cavanagh . . . director 
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FRANKLY SPEAKING... 


Can you afford 
not to belong? 


LET’S FACE THE FACT... in the Gray Iron 
industry, you are in a highly competitive 
business. You are in competition with other 
materials and methods... in competition with 


other foundries. 


LET’S FACE THE FACT... who wins in a 
competitive situation? It’s usually the man, or 
foundry, or material that can do the best job 
for the customer . . . in quality, in performance, 


in cost. 


LET’S FACE THE FACT... you can't stand 
still in a competitive situation. You've got to 
keep up with your own industry. You've got 
to keep ahead of competitive materials and 
methods, Static thinking or static technology 
soon leaves you or your company with a static 


or declining backlog and profit margin. 


LET’S FACE THE FACT... . throughout the 
Gray lron industry there are changes occurring 
constantly... in techniques and in business 
procedures, In your local marke ting area, you 
are probably aware of these factors But can 


/ 


you keep up with the entire industry 


And that’s where your membership in the 
Gray lron Founders’ Society pays off. Through 
the Society, there is a free interchange of in 
formation between Society member foundries 
Committees work hard on special projects 
which benefit the entire industry, And from 
the Society's headquarters, you are constantly 
supplied with valuable information and assist 
ance. An ever-growing library of information 
on practically every phase of the industry is 


available for your use, 


LET’S FACE THE FACT... can you afford not to be a member 


of the Society? Mail this coupon for full information about how 


membership in the Society can help you. 


GRAY IRON FOUNDERS SOCIETY 


DO YOU HAVE YOUR COPIES? 


Here are the latest additions to the 


GRAY IRON FOUNDERS’ SOCIETY, INC. 
National City-East 6th Building, Cleveland 14, Ohio 


Please send full information on Society services 


Society's library... Cost Manual #2 and samples of helpful material 


and Heat Treatment of Gray Iron 
containing valuable guides and 
operating techniques for any pro- 
gressive Gray lron foundry. 


Address 


Compony 


individual 


City and State 


For more facts, circle No. 80 on postage-free Reader Service card on p. 17 or 18 
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H. E. Ladwig . . . consultant 


continued from page 26 

Harry €. Ladwig has heen named foundry 
consultant to the West Allis Works of 
Allis-Chalmers Manufacturing Co. Re 
placing him as works manager of found- 
ries and pattern shops is Anthony Lebesch. 
Mr. Ladwig is a past president of the 
Wisconsin Chapter of AFS. 


Philip F. Thayer has been appointed vice 
president of General Metals Corp. and 
general manager of its Metals Div. operat- 
ing foundries, forge, and pipe fittings 
plants in Oakland, Los Angeles, and 
Houston. 


A. J. Fruchtl, resident manager, United 
States Pipe and Foundry Co., Birming- 
ham, Ala., has been appointed to the Ad- 
ministrative Council of National Foundry 
Association. Mr. Fruchtl is the vice-chair- 
man of the Birmingham District Chapter 
of American Foundrymen’s Society. 


Chester R. Zalewski has been elected a 
vice-president and director of Buffalo 
Pipe & Foundry Corp., Buffalo, N. Y. 
Patrick A, Higgins has been elected secre- 
tary and a director, Thomas 8. Healy, Jr., 
has been elected assistant treasurer, as- 
sistant secretary and a director, and Mil- 
ten D. Emery has been elected production 
manager. 


Br. Kurt C. Frisch has been appointed as- 
sistant manager of research at E. F 
Houghton & Co., Philadelphia. 


. foundry mgr. 


A. Lebesch . . 


A. J. Fruchti . . . honored 


Walter W. Walb has been elected presi 
dent of Power Crane and Shovel Associa 
tion. D. W. Lehti, Link-Belt Speeder Corp., 
has been elected vice-president, and 
Herbert &. Blake, Jr., has been elected 
secretary and counsel 


Willard M. Mobley has been appointed 
technical director of Alabama By-Prod- 
ucts Corp., Birmingham, Ala. Mr. Mobley 
will head the company’s new Technical 
Control and Research Dept. 


Henry A. Fleer has been appointed to the 
sales staff of Syntron Chicago Sales Co. 
Mr. Fleer will be located in the Chicago 
office, and his territory will include Chi- 
cago’s metropolitan area, 


Dr. $. $. Kistler has been appointed di- 
rector of research, Sterling Grinding 
Wheel Co., Tiffin, Ohio, and Peninsular 
Grinding Wheel Div. of Abrasive and 
Metal Products Co., Detroit, Mich. Dr. 
W. R. Morgan, in addition to his post of 
manager of vitrified for Peninsular, will 
fill the position of director of manufactur- 
ing for both organizations. William H. Fel- 
lows will be director of sales for both 
Sterling Grinding Wheel Co. and Penin- 
sular Grinding Wheel Div. 


A. C. Denison has been appointed chair- 
man of the board, Fulton Foundry & 
Machine Co., Inc., Cleveland, and Mr. 
Frank L. Barton has been appointed presi- 
dent of the company 


P. F. Thayer . . . vice-pres. 


A. C. Denison . . . chairman 


. Barton . . . president 


P. A. Higgins . . . secretary T. B. Healy, Jr., . . . asst. treas. M.D. Emery . . . prod. mgr. 


C. R. Zalewski . . . vice-pres. 
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dont tut to luek... 


when you can be sure 
with CUT STEEL! 


Don't buy conventional types of abrasives and trust 
to luck to get exceptional cleaning results. For there's 
a revolutionary, new type of abrasive—Cut Sren — 
that cleans like no other abrasive has ever cleaned! 
It isn't air-formed, cast or made from wire. Instead, 
it’s cut from high quelity, alloy steel. And, it does an 
incredibly fine job of cleaning! 

Cur Sree gives castings and forgings a gleaming, 
natural metallic appearance. Cleans up to twice as 
fast as other abrasives. Outlasts other abrasives 
Holds maintenance costs to a minimum. Yet, Grade 
"A' Cur Sree sells for less than most cast steel 
shot and Grade ‘'B" costs no more than most malie- 
able shot! 








So, don't trust to luck—change over to Cur Sten 
and be sure of better, more economical cleaning. 
Send for samples, prices or a trial order — TODAY! 


Sooner or later, you too, will change to CUT STEEL! 


UT STEEL 


BRASIVE 


ANNEALSHOT and SUPER-ANNEALSHOT 


PRODUCTS OF 


METAL BLAST, inc. 


872 EAST 67th STREET + CLEVELAND 3, OHIO 


For more facts, circle No. 87 on postage-free Reader Service card on p. 17 or 18 March 1955 * 29 








AMERICAN FOUNDRYMEN’S SOCIETY : 
Gol, & Wolf Roads, ots PLaines, itinorsz 


Please send copies of Control of Emissions from 


Metal Melting Operations. $ enclosed 
AFS Member 


Non-Member 







AMERICAN 
FOUNDRYMEN’S 
SOCIETY 

















You can double core production 


yet cut core costs with 


a) 


ss Me 


@ When you switch from ordinary core oils to 
RCs Founprez 7101 double 


your production of cores, at the same time redu 


you can actually 


ing their cost per ton. 


FounprREz 7101 is a water dispersing, phenol 
formaldehyde that bake 


cores in just about half the time of oil-bonded 


binder enables you to 


cores without the addition of any extra oven 


equipment. 


Lensile 


What's more, 


strength and hardness are 


you get a superior core, 


greater. Permeability 
Hot strength is 
And shake 


saving time and material in cleaning 


is increased, Gassing is reduced 


higher. Less cereal binder is needed. 
out is better, 


finished castings. 


Get the full facts on Founprez 7101 by writing 
for Technical Bulletin F-1. 
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Creative Chemistry 
Your Partner 


in Progress 


REICHHOLD 


Industrial Adnesives + Plasticizer 
pt - Anhydride 
Pentact lorophenol 


INC., RCI BUILDING, WHITE PLAINS, WN. Y. 


Synthetic Resins Chemical Colors « 
Phenol « Formaldehyde « Glycerine « Phthalic Anhydride « 
Sodium Sulfate « 


REICHHOLD CHEMICALS, 


Sodium Sulfite « Pentaerythritol -« 
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© FERRO-SILICON 25-50-65-75-85-90% © SPECIAL BLOCKING 50% FERRO-SILICON 
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SILICO-MANGANESE @ FERRO-MANGANESE © MEDIUM CARBON FERRO-MANGANESE © BOROSIL © SIMANAL © RARE EARTH ALLOYS 
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Talk of the Industry 


LOOK MA, NO VENTS! Hottest idea in coreblowing today is boxes without vents. 
You might speculate on such ideas as porous boxes made by powder 
metallurgy. But that's not the answer. Someday AMERICAN FOUNDRY- 
MAN will tell you all about it. 


ADVANCE REGISTRATION for the 1955 AFS Convention—Houston, May 25-27— 
eliminates waiting in line for a badge . . . you just walk right 
in. Blanks for advance registration are on pages 535 and 54. 


VITREOUS ENAMEL coatings for aluminum castings have been announced by 
Monarch Aluminum Mfg. Co., Cleveland. Advantages reported are: 
color appeal, durable surface protection with high resistance to 
alkalis, acids, and detergents, resistance to thermal shock, to 
Salt water, and to abrasion, and electrical and thermal 
insulation. Finished castings can be machined without serious 
damage to the surface. Welding is possible, within the weldable 
limits of the casting, without undue damage or discoloration to 
the coating. 


MISS IT? Hotel reservation blank for this year's AFS Convention, hotel 
map of Houston, and condensed program appeared on pages 50-535 of 
the February issue. If you haven't already done so, send your 
hotel reservation blank to the Housing Committee in Houston. 


INVESTMENT CAST aluminum alloy spacer blocks for aircraft wing flaps, 
made by National Precision Casting Corp., Clifton Heights, Pa., 
have cut costs by approximately 50 per cent. Formerly machined 
from bar stock, the cast part is so smooth that not even 
polishing is required. 


SOMETHING NEW has been added—a column listing reprints and bibliographies 
available gratis. Readers can now secure reprints of certain 
AMERICAN FOUNDRYMAN articles and AFS Convention papers, and 
bibliographies, on request. Selection is made from a list of 
those available (see page 22); request can be made on the regular 
postpaid Reader Service card or by letter. 


CONVENTION PAPER PREPRINTS for 1955 can be ordered using the form that will 
appear in the April issue of AMERICAN FOUNDRYMAN. Watch for it. 


Forms will not be mailed direct to the castings industry as in 
the past. 


eT TEE EE, Oe O Leki 
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Sorting castings from cooling con- 
veyor onto the power-and-free con- 
veyor which serves as surge for the 

blast machine. 


Heads of core, molding, and melting departments view 
the first of the day's block production with the inspector 
as it emerges from the shot blast. 


General ~iew of snag grinding, finish chipping, and in- 
spection facilities for processing manifolds. 
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Harrison A. Grasper / General Foreman, Foundry Du hid 
Studebaker-Packard (¢ orp., South Bend, Ind i 


Cleaning Room 


Production Control ...Costs... Communications 


Good cleaning room practice requires that castings be 
handled a minimum number of times and transported the 
shortest possible distance, coupled with the fastest 
process time, to achieve the lowest cost and the required 
quality. The author outlined his practice at the latest 
Metals Casting Conference. 


® Production control is a challenge to all cleaning 
room supervision. Among the many aspects which must 
be considered are the flow of castings through the de 


partment, process and equipment, operations and then 
sequences, and at all times—high quality standards 

Re-routing six cylinder combination manifolds 
through the cleaning room is an example of cost-cutting 
production control that saved 16¢ on processing each 
casting. Activity diagrams (page 37) show “before and 
after” routings of manifolds 

Castings formerly were delivered to the cleaning 
room in basket containers and on fixtures hung from 


the casting cooling conveyor. Manifolds were dumped 


Processing lines for hand finishing operations on V-8 and L heads. 





from the baskets onto a trimming table where they 
were trimmed and sorted into open-end tote boxes. 
They were trucked 280 ft to the cleaning mill area. Mill 
ing was followed by snag grinding 100 {t away, and 
rough chipping another 100 ft away, followed by finish 
chipping 120 ft farther. 

Manifolds were then transported 80 [t to the water 
test station, From there they were trucked 120 f{t to a 
drying area where they were dried under heater type 
fans, The next operation was table blasting to remove 
rust from the intake ports, a move of 120 ft. Inspection 
was another 120 ft from the table blast. Manifold pro- 
duction was then weighed and recorded at a scale 180 
ft away and moved another 180 ft into storage. ‘Twenty- 
two hours of process time included handling the cast- 
ings 12 times and transporting them 1340 [t at a cost of 
$27.37 per 100. 

Processing was changed and manifolds were re-routed 
through the cleaning room. From the unchanged cool- 
ing conveyor and sorting table, manifolds now are 
trucked 20 ft to the mills, then 60 ft to the shot blast. 
Next they are moved 100 ft to the snag grinder, then 
20 ft more to rough and finish chipping and grinding 
for machine location. Manifolds are then transported 
another 20 ft to inspection, then 40 [{t to the scale for 
weighing and recording, then 60 f{t into storage. 

Manifolds are now processed in 1134 hr with nine 
handlings and $20 ft of transporting, at a cost of $10.98 
per 100. Saved are 1020 ft of routing distance, three 
handlings, and 1014 hr of process time valued at $16.39 
per 100. 

Supervision should always watch for the chance to 
realize savings by eliminating a process. In the case of 
the manifolds it was possible to eliminate the water 
test and save $2.29 per 100 because the customer was 
water testing the manifold for a special purpose and, 
at no extra cost, was able to perform the cleaning room 
water test also. 

Another phase of controlling casting flow through 
the cleaning room calls for providing surge areas near 
certain operations. A stock pile of castings, insures 
against a break in the flow of castings due to difficulties 
in another area of the foundry. The surge area allows 
the rest of the foundry to work when equipment breaks 
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Automatic print-weight scale with 
99 to 1 ratio is used to count rough 
castings as they enter cleaning room. 


down in the cleaning room. Surge areas thus provide 
insurance for certain major costs such as 4-hr call-in pay 
and nearly $1000 to start melting 

Surge ahead of blast operations allows the conveyors 
through the machine to be fully loaded and thus mini 
mize maintenance by keeping the machine from blast 
ing itself when running with half-filled lines. 

Reducing material costs is an ever present challenge 
to cleaning room supervision. In most cases this means 
getting the most use of expendable process materials 
such as grinding wheels and shot. 

Grinding wheels operate most efficiently and have 
longest life when their surface speed is kept constant 
as they wear. This, however, means that the grinde: 
must be speeded up as the wheel gets smaller until it 
is too small to be useful and must be discarded. Of 
course, it is most important to have the proper wheel 
for the job; but casting differences make this a concern 
for each individual job. 

No matter what kind of shot is used or casting is 
cleaned, the shortest cycle producing the desired finish 
should be determined and set to keep shot consump 
tion and machine maintenance to a minimum. 

Under Studebaker’s statistical quality control pro 
cedure, a daily casting trouble chart is distributed to 
the foundry manager and all department heads con 
cerned. If normal efforts are unable to keep quality 
within limits, the heads initiate investigation that 
brings about correction of the abnormality. Another 
advantage of this type of chart is that when there are 
no or few jobs out of limits, the jobs can be reviewed 
and the limits may be reduced with a corresponding 
increase in quality. 

A visit to another foundry brought about a recent 
method change that provides for castings to be counted 
on a 99-to-l ratio scale as they enter the cleaning room 
from the foundry. A ticket is attached to each tub of 
castings that identifies the casting, lists the number, 
and has enough tear off stubs so that each operator 
will have a stub to turn in to his foreman as evidence 
of his production. 

The number of castings weighed into storage plus 
those scrapped plus those in salvage must total the num 
ber entering the cleaning room. The two-scale system 
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thus provides a check on production and a constant 
inventory. 

Phe cleaning room of this foundry is the inspection 
and communication center for the whole foundry. It is 
common to see the cleaning, molding, core, and cupola 
bosses at the first inspection station of the cleaning 
room viewing the first castings made on that day, 314 
hr previous. 

It is the understood responsibility of every cleaning 
room line supervisor to contact the line foreman in the 
molding and core departments with respect to defects 
when they occur. The cleaning room boss should, how 
ever, be careful not to complain about or give credit 
for a casting unless he is sure of his ground. 

Cleaning room supervision should be included in 


NEW METHOD 


CYLINDER COMBINATION MANIFOLD 


t- SORTING TABLE 


NAY URINI 


meetings of plant supervision when over ill foundry 
problems are discussed. Such problems as new casting 
design, changes in gating on old jobs, customer com 
plants equipment changes, and enginecring changes 
can be handled best when all phases ol foundry work 
are represented 

Contacts between cleaning supervision mid the cu 
tomer (in this case the plant machine shop) should 
be close so that, with the report ol detects found in 
machining and a knowledge of machining operations 
locating points, clamping points, and stock finish, su 
pe rVision may keep cle aning ope rations to a minimum 
vet afford the greatest amount of service possible, Sers 
ice includes inspection that passes a minimum of dete 


tive castings and salvage that ts prompt and etlective 


Foundry's ‘‘customer" is the Stude 
baker-Packard machine shop where 
V-8 blocks are undergoing the first 
machine operation 





DEVELOPING 


all levels of 


FOUNDRY MANAGEMENT 


DONALD F. LANt 


Vice-President 


National Foremen’s Institute, Inc., New York 


Companies which have concen- 
trated on training employees and 
developing all levels of manage- 
ment appear to be more healthy 
and solvent than companies which 
lack formal or informal training 
plans. 


@ Every organization is concerned 
with what shall be done or man 
ufactured, how well should it be 
done, and who is best qualified 
to do it, Getting the job done at 
any level depends largely upon 
technical ability and managerial 
ability. 

The first can be acquired through 
technical schools und colleges, or 
through deliberately planned 
learner and apprenticeship training 
programs. Many companies are 
making certain that a segment of 
their employees become technically 
prohcicnt through on-the-job train 
ing programs which involve stipu- 
lated periods in the core room, 
foundry, drawing room, machine 
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shop, etc. Related technical training 
such as blueprint reading, mathe 
matics, physics, and chemistry or 
metallurgy is offered in the local 
evening schools or is provided by 
members of management. The AFS 
Apprentice Training Committee is 
doing much in the way of develop 
ing technical ability. 

However, technical ability in it 
self is not sufhicient for any super 
visor, foreman, or manager to get 
the job done through others. He 
must in addition to technical abili 
ty possess managerial competence. 

Managerial competence can be 
acquired through management de 
velopment sessions both on and off 
the job, through the universities, 
and attending such professional 
sessions as are staged at AFS con 
ventions. Also, through individual 
study. Individual development is 
commendable but it often doesn't 
follow a pattern geared to company 
needs. It is one thing to make 
certain that supervisors are tech- 


Foreman training conference con- 
ducted by author helps develop 
foundry supervisors. 


nically proficient and another to 
keep them up to date technically 

lo do a commendable job ol 
developing all levels of manage 
ment, it is necessary first to im 
prove selection procedure, that is, 
upgrading from the rank-and-file to 
the first rung of the management 
ladder. A man should be selected 
on the basis of past performance, 
potential development ability, and 
ability to get along with others on 
get things done through others. He 
should be carefully indoctrinated 
in his new duties by line and staff 
management. He should learn com 
pany policies, rules, regulations, 
and something of the specific re 
sponsibilities of his new manage 
ment job. 

Men recruited from colleges and 
universities should be given some 
operating experience before being 
assigned line duties. 

Company management philoso 
phies and objectives should be 
veduced to writing. Each manage 








Typical Replacement Chart 


Works Manager 


Mr. A 9 
Job Performance Mr. B (now) Potential Growth 
Mr. D (“A-1) 
Square Circle 
Rating Code Colored Rating Code Colored 








Superior su green Immediately promotable now green 
Above overage oa blue Promotable in “2 to 1 yr “-1 blue 
Acceptable ac yellow Promotable in | to 3 yr 1.3 yellow 
Unsatisfactory un red Asst. Works Mgr. Questionable or limited ? red 








(su) Mr. B (now) 
(su) Mr. D (now) 
(aa) Mr. C (1-3) 





| 


Machine Shop Supt. Foundry Supt 


(aa) Mr. C (1-3) Mr. D (now) 
(aa) Mr. J (“”-1) Mr. (now) 
(ac) Mr. K (2?) Mr. | (“’-1) 


| 
Pattern Shop Foreman Metallurgist Storage Foreman Molding Foreman Coreroom Foreman 





(su) Mr. E (1-3) Mr. F (1-3) (su) Mr. G ' 4 (su) Mr (now) (aa) Mr. 1 (“%-1) 
(aa) Mr. L (now) Mr. O (%-1) (aa) Mr. O (1-3) (su) (now) (aa) Mr. U (now) 
(aa) Mr. M (“”A-1) Mr. P ‘va (un) Mr. ® ( 2?) (oa) Me (”A-1) (ac) Mr. V (1.3) 
(ac) Mr. N (2?) 


Ready Now Needs Additional Development 


Replace Per Replace Per Po 
Serv. form ment Serv. form- ten 
Job Title Age ice No. | Age ice ance No. 2 Age ice ance tial 


Works Manager 62 45 Mr 
Asst. Works Mgr. 4) 16 Mr 
Machine Shop Supt. 34 9 Mr 
Foundry Supt. 36 1 Mr 45 Mr 35 12 


Pattern Shop Foreman 50 30 we 40 


8 4) Mr 36 11 su 
D 
J 
H 
L 
Mr. M 39 
1s) 
Q 
s 
U 


36 / Mr 34 9 
40 Mr 63 45 


Mr 27 9 


Metallurgist 30 8 Me 42 /; Mr 35 12 
Storage Foreman 63 45 Mr 55 Mr 64 30 
Molding Foreman 45 20 now Mr 38 Mr 26 4 
Coreroom Foreman 37 15 “1 Mr. 36 Mr 32 A 











Job performance and potential shown in code are usually indicated on replacement charts by colored squares and circles 


ment position should be delineated Such a position description is a education histories on all men to be 
by a position description covering: pact between the man and his com inventoried, This step usually dis 
Basic Function pany. He works better because he closes the latent potential experi 

Reporting Relationships knows what is expected of him ence which isn't being utilized 
Major Objectives and Respon Position descriptions should be The position standard should be 
sibilities made for all levels of management, compared with the performance of 
Limits of Authority from president to assistant fore the position holder, In many com 
(a) For establishing man. These should be keyed in panies today periodic appraisals 
policy with organization charts and placed are made of all management posi 
(b) For incurring ex in a manual and made available tions by the man's immediate 
pense to all levels of management superior and associated supervision 
(c) Personnel changes Next, the qualifications or per The results of the audit are dis 
(d) For establishing formance standards required by cussed with the individual includ 
methods and proce each position being inventoried ing his assets and liabilities. A gap 
dures should be listed sheet is then used to develop an 

Reducing things to writing clarifies After this step has been com improvement program 

thinking and makes objectives clear. pleted, prepare experience and Replacement charts based on or 
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ganization charts are established to 
identify at least two backstops (if 
possible) for each position, Also 
each incumbent's position is color 
coded for future position. For in 
stance, green might mean im 
mediately promotable; blue, pro 
motable in from six months to a 
year, but needs more training and 
experience; and yellow, promot- 
able in from one to three years, 
thus needs considerable training. 
Red means questionable due to in- 
sufficient time on the job, not 
physically up to it, about ready 
for retirement, or limited in de 


velopmental capacity, 


Training needs for each person 
being inventoried are then estab 
lished, This is done by the im 
mediate supervisor and associated 
supervision. It may be desirable 
to give an individual additional 
supervisory experience in another 
job rotation cycle. An outline of 
suggested readings or an evening 
or extension course may be indi 
cated, He may require more in 
dividual coaching, or might profit 
from understudying a key super 
visor or executive, 

A number of people may possess 
the same liabilities and it may be 
desirable to offer formalized type 
of improvement programs such as 
in conférence leadership, public 
speaking, technical report writing, 
etc, The company may want to 
subscribe to professional period 
icals or offer formalized programs 
on such subjects as; Organization, 
Administration, Development ol 
Understudies, Delegating Respon 
sibility, Planning, Executing, Ac 
quiring Authority, and Communi 
cation. 


Other suggested subjects are: 
The Foreman as a Manager, Mod 
ern Personnel Practice, Under 
standing People, The Foreman in 
the Role of Leader, Eliminating 
Worker Irritations, Maintaining 
Good Working Conditions, Safe- 
guarding the Worker, Workers’ 
Home Problems, Maintaining the 
Working Force, Training Workers 
on the Job, Getting Along with 
Other Foremen, Getting Along 
with the Man Above, Care of 
Equipment, Also Effective Depart- 
mental Layout, Planning the Work, 
Maintaining Quality Standards, 
Handling Material, Eliminating 
Waste, How Costs Are Kept, Wage 
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Basic Function 
production requirements. 


Reporting Relationships 
1, Reports to the works manager. 


department. 
Major Responsibilities 


ments. 


intendent of machine shop. 
Limits of Authority 


used in the manufacture of castings. 


practices. 


Accuracy of work 
Cooperation 
Neatness, orderliness 
Personality 
Organizing ability 
Judgment 


improvement. 


him anxious to improve. 





Position Description 
for Foundry Superintendent 


Directs the production of patterns and castings to meet engineering specifications and 


2. The following report directly to him: metallurgist, pattern shop foreman, storage 
foreman, molding foreman, coreroom foreman, foreman and leading men in the cleaning 


1. Responsible for the organization, supervision, transfer, revision of job classifications, 
and coordination of personnel of pattern shop and foundry to meet production require 


. Schedules foundry, pattern shop, coreroom, cleaning room work 
Interviews vendors of materials and equipment. 

. Handles grievances within his department. 

. Approves application for employment in his department. 

- Cooperates with engineering, machining, and inspection departments 

. Communicates with supervisors and other personnel through meetings, conferences, 
and letters in developing managerial personnel. 

8. Coordinates and cooperates with plant engineer, chief engineer, manager of metals 

fabricating department, director of industrial relations, purchasing agent, and super 


1. May establish policy within his department by recommending changes 
2. May incur expenses in recommending the requisition of materials and equipment 


3, May make personnel changes including selection, promotion, termination, and com 
pensation; subject to approval of the works manager. 

4. Has full authority to establish methods and procedures within his department 

5. Authorized to take any other action necessary to carry out the responsibilities os 
signed to him so long as such action conforms with established company policies and 


Appraisal Factors 
Constructive, independent thinking 
Acceptance of respons:bility 
Initiative and enthusiasm 
Knowledge of scientific principles 
Ability to learn new methods 
Ability to write and express ideas 
How to Appraise 
Study the employee. Observe daily employee performance, attendance, attitudes, apti 
tudes, ambitions, habits, etc.; get all the facts; list strong and weak points. 
Pian the talk around an improvement program. Decide exactly how to start and end 
Let the employee know where he stands, and be sure to give constructive suggestions for 


Interview. Choose a time and place that will allow privacy. Put the employee at ease 
Present your talk objectively. Make him feel that you have his interest at heart. Leave 


Follow-up by checking the progress of the employee frequently. Offer guidance and 
correction and be sure to build confidence. 








Incentives, Cost Factors Which 
the Foreman Can Control, Putting 
Company Plans and Policies into 
Action, Foreman’s Relationship to 
Management, Self Management, 
Induction and Orientation, and 
Work Simplification. 

In recent years the AFS Foremen 
lraining Committee has published 
a manual entitled Guide for Fore- 
MEN TRAINING CONFERENCES which 
can be of assistance to foundry 
management in developing all 
levels of supervision. 

It is one thing to organize a long 
range management development 
program but it is something else to 
hold good people. Good people 
can only be retained by being prop- 
erly compensated for performance 
A wage or salary plan should pro 
vide the job holder an opportunity 
for financial growth on his job. 
That is, he should be able to move 


up three to five increments before 
reaching the ceiling of his position 
People won't exert themselves to 
want to improve unless there is 
something in it for them. 

In summary, it can be said that 
a sound program of management 
development will assist in dete 
mining long range objectives; clar 
ify authority; eliminate overlapping 
and duplication; 
service and staff relationships; de 


establish line, 


note accountability; provide for 
management growth; and insure a 
reservoir of potential incumbents 
to assume executive responsibility 
when the time comes, Operations 
and = service 


improve; operating 


costs diminish; a hard-hitting 
supervisory team results which will 
increase 


management's influence 


with subordinates by bringing 
better understanding and 


support of policies and procedures. 


about 





Why does used sand have such low 
strength when the accepted clay test 
shows it to have a high clay con- 


ii Clay Test 


® According to the AFS Founpry 

SAND HANpBOOK, 1952 edition, Sec 

tion 5, paragraph 3, page 29: “AFS f b b . d 
clay is that earthy portion of found or car on- earing san S 
ry sand which, when suspended i 

water, fails to settle one inch per 


minute, and which consists of pat 
J]. S. ScHUMACHER / Chief Engineer 
Hill& Griffith Co., Cincinnati 


ticles less than 20 microns in diam 
eter.” 

Ihe method for clay removal 
from a properly prepared sand 
sample consists, according to the 
HANpBOoOK, of allowing the mass to 
settle in the water for 10 minutes, 
siphoning off, refilling, stirring and Some of these additives are plastered the crucible in a muffle furnace at 
repeating the process until the to the sand grains, and may or 1742 F (950 C), and burn to a con 
water is clear to a depth of 5 inches. may not come loose in the washing stant weight. Calculate loss in 

Phis standard AFS clay test pro process. Therefore, according to the weight in per cent; this is the per 
cedure is fairly suitable for new present standard clay determination cent total combustible material in 
unused sands, not complicated by method, both clay content and sand the sand 
organic additions. However, when grain portions of the sample are in Sample B is used in the standard 
combustibles are present in the sand error by the amount of organic com clay test as shown in the HANDBOOK 
as they are in used molding sand, bustible matter in each Dry the residue sand from this test 
the test does not reflect the true Several foundry operators use the and run a total combustible burn 
clay content. following procedure to produce off on this residue as was done with 

The method described not only more accurate results: Prepare two Sample A 
separates “the earthy portion of a dry representative samples of the By subtracting the total combus 


sand” referred to as clay, but also sand to be tested, and mark them tible of Sample B from that ol 


all additives that fail to settle in A and B. Sample A the total combustible 
water faster than one inch per min Sample A is a 2-gr sample of sand washed out with the clay in the 
ute, such as seacoal, pitch, cellu weighed from sand carefully dried standard AFS clay test is deter 
lose, and cereals. Additives which for 2 hr at 230 F. Deposit the sample mined. Therefore, the total clay 
float, therefore, come off as clays in a Coors porcelain crucible, place per cent as found in Sample B minus 

the total combustible washed out 

with the clay equals the actual total 


percentage of clay in the sand as 


Cite AFS for Automotive Contributions in the following example 
Total combustible in A 


AMERICAN FOUNDRYMEN’S Total combustible in B 
SOCIETY Combustible washed out 


in the clay test 
IN RECOGNITION of ite contribution to and membership \pparent clay from 
on 0 productian toms seeponsible for am achievement Sample B 
= + As eke ae Combustible washed out 


Genessl Motors in the United Ctates of fifty million Actual AFS clay in the 
motor vehicles. ~ sand Br | ha) 


ON THE OCCASION of the production at the Chevrolet It is recognized that this test does 
Assembly Plant ot Flint, Michigen, this Twenty-third not take into consideration the los 
of November, Nineteen Hundred Fifty-tous, of GM of water of hydration in the clay 
Vehicle No. 50,000,000. However, this would be a minor 


MB vbn~ 2 figure, and consistent with the 


total clay as calculated above. This 
tno 6 everme 
ccowoenr method eliminates the variable 
caused by variations of combustible 
Certificate presented by General Motors Corp. through its president, Harlow H Curtice, in recogni 
tion of the part the American Foundrymen's Society and its members have played in development 


additions to the sand and should 
give results closer to the true clay 
of information and production methods for automotive castings. Presentation wos made on the 5 alt r to 
occasion of the production of General Motors’ fifty millionth vehicle contained in a used sand 
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. » Cupola burn-out was determined by measuring 


through the tuyeres once an hour during eight heats. 
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Fig. 2 





l'nited States Pipe 


Coke bed height is maintained in a 108-in. balanced 
blast cupola melting 40-plus tons per hour at a ratio 
of 16 to 1 over 8 to 16 hour heats by using coke charges 
of increasing weight. 


@ The North Birmingham Pipe Plant of the United 
States Pipe & Castings Co. has three 108-in, balance 
blast cupolas with 14 main tuyeres and 2 rows of aux 
iliary tuyeres, 14 in each row. Compared with cupolas 
in the average foundry, these cupolas are very short, 
having a burden height of 11 to 12 {t above the coke 
bed. The cupola stacks have been cut off to allow charg 
ing cranes to pass over the top and deposit the charge 
bucket onto the cupola charging wish-bone 

A 5-ton crane hoist with a 55-in. magnet is used to 
make up the charge in 60-in. diameter cone-bottom 
charge buckets. Another crane with a 10-ton hoist is 
used to charge the cupola. 

Ihe cupola blower is of the centrifugal type, rated 
at 14,100 cfs at 21% psi, driven by a 200-hp motor, and 
has a constant air-weight control 

Iron is tapped continuously from the cupola into a 
15-ton forehearth ladle. From this ladle, 6000-Ib trans 
fer ladles deliver iron to the casting department. [The 
cupola is fitted for front slagging. Slag is fritted and 


Fig. 4..lron is tapped con- 
tinuously from front slag- 
ging, balanced blast cupola 
into forehearth. 


Westey J]. Esres / Metallurgist 
Foundry Co., Birmingham, Ala 


cle posited in buckets which are picked up by truck and 
hauled to a refuse dump 

When operating nine hours per day, the cupolas are 
lined to 88 in. with fire clay and brick. A honeycomb 
of 300 to 400 bricks is built around the cupola wall and 
then rammed with 5000 to 6000 Ib of fire clay. A black 
ing wash is applied to the lining before the bottom 
doors are closed and the sand bottom placed 

Ihe coke bed is laid to a height of 12 to 14 in, above 
the top row of auxiliary tuyeres. Gas torches are used to 
light off the bed at about 9 pm. Filling the cupola be 
gins at about 4 am with normal charges of 6400 Ib pig 
iron, 1400 Ib cast s« rap, 200 Ib steel, 140 Ib limestone 
and 500 Ib coke. A 12-02 blast is put on at 5:45 am and 
increased as iron is needed 

Normal cupola operation requires a number ol 
booster charges of coke throughout the heat to main 
tain the bed, ‘This causes irregular and inethcient oper 
ation because the melt is chilled as the coke comes down 
and then gets too hot if the booster charge is large, It 
was felt that better operation would result if a continu 
ous flow of iron could be had to meet varying demands 

\s cupola burn-out takes place the inside diameter 
increases and the coke bed settles, resulting in a coke 


bed lower than is required tor ethcient operation. If the 





amount of burn-out at any given time could be deter 
mined and compensating increments of coke added, the 
coke bed could be kept at proper height. 

Cupola burn-out was determined in the following 
manner: The inside diameter of the cupola was meas- 
ured before and after each heat. On each hour of the 
melting operation a |-in, diameter cold roll bar, ap 
proximately six feet long was inserted through one of 
the top auxiliary tuyeres to a distance pre-determined 
by a mark on the bar. The bar was withdrawn alter one 
minute and measured from the mark to where it was 
cherry red. This procedure was followed for eight heats 
with all measurements to the nearest 14-in. 

Measurements through the tuyeres and of the burn 
out diameter were, with one ex« eption, within one inch 
of each other (see table). A 3-in. difference on the 7th 
heat was probably the result of a build-up over the 
tuyeres after the last tuyere measurement was taken. 

The average burn-out for the eight days was then 
calculated (Fig. 2). Before it was possible to calculate 
the amount of coke to be added to each charge to main 
tain bed height it was necessary to determine the ratio 
of burn-out at the tuyeres to burn-out between the 
tuyeres, It was found that the average inside diameter 
of the cupola between the tuyeres, alter burn-out, was 
104 in. when the average at the tuyeres was 961/ in. 
Phis meant that the lining burned back an average of 
16 in. per heat between the tuyeres and only 814 in. at 
the tuyeres. Since the hourly measurements were made 
at the tuyeres it was necessary to factor the measured 
burn-out by the ratio of 16 to 8! 4 or 1.9 to 1. Theretore, 
for each inch of lining burned out at the tuyeres it was 
assumed that 1.9 in. of lining burned out between the 
tuyeres, The estimated lining burn-out for each hour 
was calculated using this factor, 

Through trial and error and years of cupola practice, 
a coke ratio of 16 to 1 had been established—500 Ib coke 
to 8000 Ib metal, This was satisfactory when booster 
charges of from 300 Ib to 500 Ib of coke were added 
throughout the heat. Since the cupola inside diameter 
was 89.9 in. alter one hour of operation, the proportion 
500/88 x /89.9 was used to determine that 511 Ib of 
coke should be used for an 89.9-in. cupola diameter. 
This procedure was used in computing coke weights 
for each hour, Figure 3 shows graphically the weights 
of coke charged throughout the melt. Weights derived 
for each hour, such as 511 Ib, 522 |b, etc., were rounded 
to the nearest increment of 5 lb because the coke man 
is expected to be accurate only within 2 to 4 lb. 

The next step was to lay the coke bed, as usual, 12 
to 14 in, above the top row of auxiliary tuyeres. When 
charging the burden at 7:00 am an extra 300-lb charge 
of coke was added to the 8th and 10th charges along 
with the regular 500-lb coke charges. From then on the 
coke charges was increased in direct proportion to the 
predicted burn-out. 

Slag became very green about 8 am and stayed green 
for an hour, indicating too much coke. Then the slag 
darkened and the metal temperature dropped. If it had 
been possible to increase the air at 8 am the melt temp 
erature should have picked up. At the time of the ex 
periment two blowers, a 14-lb blower and a 114-1b 
blower, were used at the same time to get all the air 
possible into the cupola. Since then the blower men 
tioned with equipment has been installed. 
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At about 11:30 am slag began to get green again and 
metal temperature began to rise. Again, more air would 
have been desirable. Extra coke was not added until 
2:20 pm, at which time 400 lb were added for “come 
down” coke, to be dropped with the last of the heat. 

On the second heat the bed and extra 300 |b of coke 
on the 8th and 10th charges were the same as for the 
first. Increment charging was started at 7:00 am. At 
about 9 am slag became dark and there was some slag 
bubbling in the main tuyeres. At this time a 500-lb 
booster charge of coke was added. No additional coke 
was added until 2:20 pm when the regular 400-lb 
“come-down” charge was put on. The average metal 


temperature was 20 to 25 F lower than the previous day 
On the third heat the bed and fill-up were the same 
as for previous heats. It was necessary only to use addi 


tional coke for the “come-down” charge. An extra coke 
charge of 300 lb was added at 8:45 am to the fourth 
heat, which otherwise was the same as before. 

On the fifth and sixth heats it was not necessary to 
use extra coke, except “come-down” coke. In addition 
to the last coke charge it was necessary to add an extra 
500 Ib of coke at 1:15 pm to the seventh heat. Only the 
“come-down” charge was added to the eighth heat. 

Trouble was experienced on the ninth heat when a 
“deadman” formed in the cupola during the morning 
and it was necessary to add 300 Ib of coke at 8:45 am 
and again at 9:15 am to try, without success, to melt it 
out; it was still in there when the bottom was dropped. 
It was impossible to get a satisfactory amount of air 
into the cupola and as a result melting was slow. 


Estimated and Actual Inside Diameter of Cupola at End of Heat 
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Melting temperatures over the 8-day test were lowe 
but more uniform and, for the most part, melting was 
more consistent. Even analyses seemed more consistent 

The average tonnage of melt of five heats of regular 
coke and booster charges previous to the experiment 
was 45.6 tons per hr compared to an average of 46.8 
tons per hr for the nine heats of increment charging 

Since these experiments increment charging has been 
changed so that now increments are made each hour 
until the 550 lb coke charge is reached. The bed seems 
to maintain its height for the rest of the heat with coke 
charges held at 550 Ib. This holds true for heats of 8, 10, 
and 16 hours. It is felt that this procedure results in a 
much more consistent melting rate than was achieved 
in the past for a 16-hr period at an average of 42 to 44 
tons per hour. 

It is felt that a good start has been made in this ap 
proach to cupola operations and that, as time goes by 
and more data are accumulated and charging proce 
dures become established, melts should be of higher 
tonnages at more consistent temperatures and with 
booster charges completely eliminated. 





Now, There's an Idea! 


Mobile Shakeout Uncorks Bottleneck 


DAvip WHEELER 


@ Mobile shakeout in a non-mech 
anized steel foundry cut the cost of 
shaking out snap flask molds over 
10 per cent and increased output by 
eliminating the bottleneck between 
the pouring and cleaning depart 
ments. 

It used to take four men 22 min 
utes to shake out a line of 22 jolted 
molds or a line of 36 squeezed 
molds. One man pushed dollies run 
ning on angle iron tracks carrying 
poured molds to the dump-off grate 
for that line. He would dump the 
molds, retrieve the dolly and bottom 
boards, and place them on a return 
conveyor. ‘Two men tamped the 
sand through the grate, while the 
fourth man removed the castings, 
by means of a hooked rod, from the 
grate to an adjacent dump bucket 
container. The cost of this operation 
was $1.99 per line; the daily cost 
per line was $65.67. Installing and 
operating separate shakeout ma 
chines at the end of each of six 
pouring lines was considered pro 
hibitive 

A home made mobile shakeout 
solved the problem by allowing one 
motorized shakeout to be used for 
all pouring lines. A compressed ain 
device was incorporated to lift 
molds onto the shakeout 

The mobile unit consists of a 
1 x 6-ft vibrating shakeout powered 
by a 5-hp electric motor, mounted 
on a 48 x 80-in. I-beam frame. Four 
10-in. diameter wheels 
running on angle iron track and a 


V grooved 


2 hp motor operating a chain hook 
up drive provide mobility. Aprons 
below the track grates funnel sand 
onto a conveyor belt for return to 
recovery units 

A scoop which receives the molds 
on their dollies and lifts and dumps 
them onto the shakeout is actuated 
by two 6-in. diameter by 24-in. long 
air cylinders operating at 90 psi 


Empire Steel Castings, Inc 


Reading Pa 


Mobile shakeout cut shakeout time per line from 22 min to 6 min; cut costs 


over 40 per cent. Note tne exhaust facilities at each shakeout station. 


A quick-reversing, double-throw, 


lever-operated, air valve controls 


the up and down motion of the 


+ 


scoop. The valve and electrical 
switches are mounted at the end of 
the shakeout housing at a conven 
ient height. An air line along the 
entire length of the track has quick 
attach-detach connectors at each 
pouring line station to which the 
mobile unit is easily attached 
Although the new method re 
quires five men, it now takes only 
six minutes to shake out the same 
number of molds. Iwo men push 
dollies onto the scoop, one of them 
retrieves the bottom boards, while 
the other removes the dolly to the 
return conveyor line. Another man 
operates the controls to move the 


unit from line to line, start and 


stop the shakeout motor, and raise 
and lowe the scoop 

The fourth man using a hooked 
rod pulls hot castings from the 
shakeout onto the floor \ filth 
man, also with a hook places the 
castings into a dump bucket con 
tainer on a lower floor level 

Labor cost pel line with the mo 
bile unit is GRé; the daily cost per 
line now comes to $47.29 
ol S2ZR 58 

Phe machine paid for itself in 
less than a working year and ha 
been operating for over a yeat 
without ten minutes down-time for 
More 


has uncorked the 


maintenance Mnport inf if 
bottleneck be 
tween departments enabling the 
foundry to realize increased profit 
through increased production 
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Sampling for 


Simplified Scrap Control 


A trained inspector in a jobbing or semi-production found- 
ry using samples of sufficient size taken at satisfactory in- 
tervals can operate a successful scrap control program 
without using statistical quality control charts. 


@ ‘The modern mechanized gray iron foundry empha 
sizes maximum production at the highest possible qual 
ity level. Maintaining this quality level ‘s a continuous 
problem for the operating foundryman. Many of the 
concepts and techniques of statistical quality control 
can help the foundryman with this problem, with sub 
sequent improvement of s« rap control. 

Much of what is presented here is the result of work 
done in a jobbing foundry pouring plain gray iron cast- 
ings ranging from 4 to 25 |b. This foundry utilizes jolt- 
squeeze molding machines and is mechanized to the 
extent that there is a continuous flow of castings from 
the shakeout to the cleaning room. 

Many foundrymen follow the practice of systemat 
ically checking casting quality as soon as possib’e after 
pouring. Samples are collected at the shakeout, cleaned, 
and visually inspected to determine the quality of the 
particular casting job. Quality here means the absence 
of external defects found by visual inspection of the 
cleaned casting. The results of this inspection provide 
a basis for action; i.e., an indication of whether action 
should be taken, and what changes must be made to 
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improve the quality level. This sampling practice is 
fundamental, and is the basis for all work in this pres 
entation. 

If any manufacturing operation is observed from the 
viewpoint of statistical quality control, two types of 
causes will be found which affect quality.! One type, 
known as chance or random causes, consists of those 
numerous factors which singly or together create small 
variations in product quality. These chance causes are 
inherent in the process; they cannot be eliminated ex 
cept by some major change. Chance causes, though they 
occasionally may be located, are not economically worth 
finding and eliminating. In the foundry, for example, 
slight variations in metal composition, mold hardness, 
rate of pour, etc., will cause variation in casting dimen 
sions. If these causes operate in a random manner, cast- 
ings will show chance variation in dimensions within 
certain definite, predictable limits.? 

But if some cause should become non-random, a ma 
jor change in casting quality will result. In the example 
above, if a reduction in mold hardness should occur due 
to a severe drop in molding squeeze pressure, castings 
would show a tendency to swell. The swell defect could 
be assigned to the drop in squeeze pressure and to the 
reduction in mold hardness. The mold hardness in this 
case is a non-random, or assignable, cause; this is the 
second type of cause to be found in a manufacturing 
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Fig. 1.. Plot of assigned 
values for casting defects on 
a demerit chart indicates the 
presence of assignable 
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causes when control limits 
are exceeded. 


process. An assignable cause is always economically 
worth looking for and correcting. 

Cause systems which operate in a foundry are of three 
classifications: always chance, always assignable, and 
either chance or assignable. The first classification, al 
ways chance, includes those causes which may be ex- 
pected to operate consistently in a random manner. 
They are plentiful, but are not significant. The day of 
the week, temperature of the air, and minor sand im 
purities are a few examples. Each has some effect on 
casting quality, but the total effect is small and the 
cause not worth locating. 

Causes which are always assignable are seen occasion 
ally in the foundry. Examples are the use of the wrong 
pattern or core, incorrect pouring weights, and faulty 
pattern or flask equipment. A gross error in gating o1 
risering would be always assignable. The presence ol 
this type of cause may be quickly determined; the de 
fects which result occur in a repetitive and usually 
severe manner. 

The majority of foundry operating causes belong to 
the third classification: either chance or assignable. The 
AFS book ANALYsis or CastinG DeFrectrs contains a 
chart of the principal gray iron casting defects and 
their possible causes. The chart lists $1 principal 
classes of defects attributable to ten specific and one 
general operating factor or cause. Except for the few 
always assignable causes such as those mentioned pre 
viously, these eleven causes may operate in either a 
chance or assignable manner. 

If assignable causes are to be found and chance causes 
ignored, how may the two be distinguished? First con 
sider the ability of a powerlul quality control tool 
known as the Control Chart for Attributes to separate 
chance from assignable causes. When only chance 
causes are acting upon the casting process, the quality 
value of a sample of castings from the process falls 
within the chart control limits. A sample out of con 
trol limits indicates the presence of an assignable cause, 
and is sufficient evidence for beginning an investigation 

The attribute chart, of which there are several varia 
tions, is a useful control device in many cases. However, 
its use for detecting assignable causes acting upon the 
casting process in a jobbing foundry is not recom 
mended by the authors for three reasons 

1. The attribute chart is a relatively insensitive tool 
with frequent samples of 25 or more castings from each 
job often required to satisfactorily detect quality varia 
tions.* The number of castings which must be inspected 
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is prohibitive if more than a few patterns are being run 

2. Maintaining a set of control charts—one chart for 
each pattern—requires considerable clerical expense; in 
addition, many foundries change patterns frequently 

5. Most significant is the fact that a control chart, 
though effective if used properly, is not necessary to 
detect most assignable causes in the gray iron jobbing 
foundry. 

David A. Hill makes use of a “demerit” 
chart. His example of this chart is shown in Fig. | 


control 


This type of control chart is useful for products such 
as castings which have types and degrees of defects 
\ demerit chart detects the presence of assignable causes 
by the use of control limits. The chart in Fig. | was 
developed by grouping defects found in inspection into 
several classes graded from most serious to least serious 
in terms of consumer reaction. Hill uses four classes 
(1) very serious or critical defects, (2) serious or major 
“A” defects, (3) moderately serious or major “B" de 


fects, and (4) not serious or minor defects. Demerit 


(point) values are arbitrarily assigned to deflects in each 
class as follows: Class 1, 50 demerits; Class 2, 20 ce 
merits; Class $, 5 demerits; and Class 4, | demerit. 
Each point on Fig. | is the average of the demerits of 
100 product units, (The product in this case is a com 
plex assembly.) Note that samples 14 and 15 fall outside 
the two standard deviation control limits, indicating 


the presence of an assignable cause 

A similar chart may be constructed for any casting 
job. For this one might use the defect classification 
given in ANALYSIs OF CasTING Derrcts in the preface 
“!—major defects which make the casting a total loss 
2—defects which cost so much to repair that it is ques 
tionable whether to salvage or scrap the casting; 5 
minor defects which allow economical salvage of the 
casting.” 

\ fourth class might be added: minor irregularities 
such as slight surface blemishes, very small sand inclu 
sions, minor dimensional variations, and the like. The 
foundryman does not recognize these small imperfee 
tions and variations as defects; they may be numerous 
and yet so minor that the casting 1s considered pe rlect 
or nearly so by visual inspection. Using these four 
classifications, demerits might be assigned for foundry 
use as follows: Class 1, 50 demerits: Class 2, 40 demerit 
Class 3, 35 demerits; Class 4 1 demerit 

Classes |, 2, and 3 are given high demerit values bv 
cause each ts serious in terms of consumer reac tion, It 


is interesting to note that ANAL ysis or Castine Derrect 
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is concerned entirely with these three classes of defects 
and the causes which produce them. A demerit chart 
for castings, similar to Fig. 1, would reveal samples 
with average demerit values falling within the control 
limits (indicating chance causes at work) having almost 
entirely Class 4 defects and samples outside the control 
limits (indicating assignable causes) containing at least 
one Class 1, 2, or 3 defect. Discovery of a Class 1, 2, or 
$ defect usually indicates the presence of an assignable 
cause for which an investigation should be initiated. 

Rather than ask “How can I be sure that this cause is 
assignable?” the foundryman should ask “How may I 
be sure that I will find a defective casting so that I may 
take action?” ‘To answer the last question requires a re 
view of sampling procedure. 

Six considerations must be made when constructing 
a sampling procedure: number of jobs to be sampled, 
sampling frequency, method of inspection, sample size, 
evaluation of results, and reporting of findings. 


1, Number of jobs to be sampled determines to a great 
extent the size and type of sampling and the inspecting 
facilities which will be required. 


2. Sampling frequency—how often a sample is taken 
should be determined by the nature of the process. If 
rapid quality changes are common, samples should be 
taken often, A foundry, for example, may experience 
sudden quality changes due to a change in the method 
of metal pouring. Production rate is also a considera 
tion. A gray iron foundry pouring small castings at a 
high production rate might reasonably try to sample 
each job at least once each hour. 


3. Method of inspection, of taking a random sample, 
is important and must not be taken for granted. The 
temptation to select just the “bad ones” at the shakeout 
is great, Biased sampling such as this may result in find 
ing one type of defect and overlooking another. Care 
should be taken to avoid sampling from one location; 
the result may be a sample composed of several castings 
from the same mold, if multiple pattern matchplates 
are used, 

Some defects, such as runout, are visible as the cast 
ings come from the shakeout; but the majority of 
castings need to be cleaned for visual inspection. A 
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Fig. 2 (left) .. Chance of 
finding at least one defec- 
tive casting is shown for 
several sample sizes. 


Fig. 3 (right) .. Minimum 
sample size to find at least 
one defective casting with 
80 per cent probability. ) 16 
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small automatic shotblast machine which the inspector 
need only load with castings, allowing him to spend 
his time inspecting castings, has been found to be high 
ly satisfactory. 


4. Sample size. The laws oi ,robability are applicable 
to poker games, public opinion polls, and the sampling 
of castings. The problem is this: to correct an assignable 
cause, obviously one or more defective castings must be 
found, Figure 2 indicates the risks taken when samples 
are selected by showing the probability (per cent chance 
of success) of finding one or more defective castings in 
a sample taken from a lot or production line running a 
certain per cent defective. Curves are drawn for sample 
sizes of 1, 2, 3, 5, and 16 castings. To illustrate: if a cast 
ing job is being made so that 30 per cent are defective, 
the chance of finding one or more defective castings in 
a sample of five is about 84 per cent; that it, success in 
finding one or more will occur about eight times out of 
ten. Note the low probabilities (greater risks) incurred 
by using very small samples for production runs of 10 
or 15 per cent defective. 

Figure 3 shows the sample size required to insure 
finding at least one defective casting for a range of per 
cent defective in production. For example: a foundry 
is trying to improve the quality of a casting which nor 
mally has a daily scrap of 14 per cent. For an 80 per cent 
probability of finding at least one defective casting, the 
inspector must take a sample of at least 11 castings. Con 
versely, if a sample of 11 castings reveals one or more 
defectives, the chance is 80 per cent that the production 
is 14 per cent defective or worse. The 80 per cent is 
chosen arbitrarily; the 20 per cent risk which this in 
volves is reasonably small for this application. 


5. Evaluation of results. A quality control inspector 
performing the functions described here must be thor 
oughly familiar with casting defects and their causes, 
and be familiar with the peculiarities of his own found 
ry so that he will know which assignable causes are most 
likely to appear. 

An experienced inspector usually can detect the pres 
ence of an assignable cause on the basis of two or thee 
samples of sufficient size. A simple, effective procedure 
is to notify the foreman concerned if one or more de 
fects are found in the first sample and a particular cause 





is suspected; take a second sample 
immediately for further evidence. 


6. Findings should be reported as 
soon as sampling indicates the pres 
ence of an assignable cause. The in 
spector does not make the changes 
necessary to eliminate or modify the 
cause; but he must notify the fore 
man concerned or the superintend 
ent to correct the situation. Fre 
quently an effective procedure is to 
show the defective casting to the 
molder, pourer, sand muller oper 
ator, etc., if the defect is definitely 
attributable to one man. 


Summary. Briefly, the foundry 
man should keep these considera 
tions in mind when constructing o1 
improving his scrap control pro 
gram: 

1. Most of the principal operat 
ing causes in the foundry may 


operate in a chance or assignable 


manne! 

2. When operating in a chance 
manner, these causes produce small 
casting variations and imperfections 
which the foundryman may usually 
ignore 

3. When operating in an assign 
able manner, the result is the ap 
pearance of severe quality variations 
known in the foundry as casting de 
lects 

1. Since defects generally indicate 
the presence of an assignable cause, 
action should be initiated when 
such defects are discovered. 

5. The detection of assignable 
causes in the foundry does not ordi 
narily require the use of quality 
control charts. 
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Grinding wheel soundness can be tested by the following ring test described by George B. Michie 
Electro Refractories & Abrasive Corp. Suspend the vitreous or porcelain bonded wheel from its 
center. Tap it with a wooden hammer about 45 degrees either side of the vertical center line and 
one or two inches from the periphery. A bell-like ring signifies the wheel is sound. A cracked whee! 
gives off a dull, dead sound. A wheel mounted or resting on its face cannot be tested in this manner 


Electronic sonic comparator used by Electro Refractories tests grinding wheels by accurately 
measuring sound characteristics of a wheel set in vibration. Sound frequency variations for a given 
wheel indicate the presence of fiaws. Grinding wheels of different grades have characteristic 
frequencies, Instrument panel includes an amplitude meter, oscilloscope, and frequency dial 
Vibrating stylus ot the center rear of table is in contact with the wheel. Generated sound is picked 
vp by the microphone at the left. Frequency is measured by the electronic circuit. Portable 
microphone at the right is used to test wheels too large to be accommodated on the machine table 
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Frederic B. Stevens Inc., Detroit 


Causes of core veining and a vein- 
ing tendency test have been sum- 
marized from a progress report of 
the AFS Sand Division Committee 
8-J (Physical Properties of Iron 
Molding Materials at Elevated 
Temperature Committee). 


Core Veining 


@ Veining denotes the presence of fins, generally in 
passages and interior corners and surfaces of castings. 
Veining is due to a rupture of the core surface into 
which molten metal flows. These ruptures are caused 
by excessive core expansion which cannot be accommo 
dated by the binders present in the molding materials. 
Causes of veining are: 

Mold Ramming or Hardness. As green hardness in- 
creases, the extent of veining also increases. Eliminating 
veining by reducing mold hardness invites penetration 
problems. 


Metal Temperature. Veining increases with higher 
pouring temperatures. 


Baking Time. Optimum and overbaked cores have a 
greater tendency to vein than do green and underbaked 
cores, 


Moisture. An increase in moisture content of the core 
sand mixture tends to increase its veining tendency. 


Grain Size. Cores of washed and dried silica sands 
from 129.5 to 36.1 A.F.S. Fineness Number exhibited 
the same veining characteristics. A 100 per cent lake 
sand produced a trace of veining: additions of over 25 


per cent bank sand eliminated veining. 
Sand Purity. Traces of clay substances and fluxes in 
the sand proved beneficial in retarding veining. 
Additives. The addition of 2 per cent iron oxide to 
silica sand mixes retarded veining. Separate mixes con 
taining 9.8 per cent silica flour, or 0.75 per cent benton 
ite, or 2 per cent wood flour exhibited veining. With 24 
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lake sand and 14 bank sand base, | per cent cereal 
binder and 2 per cent oil the following was noted: 2 
per cent iron oxide eliminated veining; | per cent per 
lite produced slight veining; 2 per cent wood flour re 
duced veining to a trace; 2 per cent of a formulated 
binder with high and low temperature ingredients 
eliminated veining. 


Oil Content. When mixes of 24 lake sand, 14 bank 
sand, with moisture held constant at 2 per cent, were 
bonded with 0.5, 1.0, and 1.5 per cent linseed oil, no 
veining occurred; with 2 per cent oil, veining was en 
countered. 


Cereal Binder. None of three mixes of two parts lake 
sand and one part bank sand, when mixed with 2 per 
cent of heavy weight corn flour, light weight corn flour 
or dextrin, showed veining tendencies. With core oil 
held constant at 0.75 per cent and moisture adjusted 
for proper workability, no veining was encountered 
when the cereal binder was 0.5, 1.0, 1.5, or 2 per cent 


Bentonite. When up to | per cent bentonite was sub 
stituted for cereal and corrections were made in the oil 
to allow for the absorptive effect of bentonite, a trace 
of veining was noted for both southern and western 
types. 


Type of Core Oil. No changes in veining tendencies 
were noted in using AFS Reference Linseed Oil, an 
amber colored core oil with a saponification number ol 
156, a dark colored polymer core oil with 84 saponifica 
tion number, or a fast baking core oil. 





All reported results of veining were produced on 
tx 4x 4-in. test castings. The pattern had four core 
prints in the drag for l-in. square test cores. These 
projected | in. into the metal. Degree of veining was 
readily ascertained by observing the hollow portions of 
the castings which were identified by the batch number 
of the core producing it. 

The following tests were performed in an effort to 
determine the best test method to be used to predict 
veining tendencies of molding materials: dry hard 
ness, baked permeability, tensile strength, transverse 
strength, transverse deflection, core gas, gas pressure, 
core collapsability, confined hollow expansion, and ex 
pansion under 5 Ib load. 

In early test work, the best correlation with veining 
tendency was the expansion under 5 |b load, as follows: 
The dilatometer is rigged as for a hot strength test. A 5 
psi load is applied constantly to the specimen. As the 


specimen expands, the movement of the lower table is 
read from the deformation dial indicator. This move 
ment is divided by two to express growth of specimen 
per inch and may be termed “unaccommodated expan 
sion.” 

Later tests, however, discounted this close correlation 
and new hollow, square specimens were tried with some 
success. The latest work indicates a 1 x |-in. square 
specimen 2-in. long with a 14-in. hole through the cen 
ter is the most sensitive type. Excellent correlation ol 
veining was found with the square specimen in the tol 
lowing tests: rate of hot deformation, hot strength, 
modulus of rupture, and hot toughness 

Members of Committee 8-] feel that much progress 
has been made in the veining project, but some final 
data must be obtained before a positive method for 
detection of veining can be recommended for general 
use in the foundry industry 
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Workingest AFS Committee? 


Shirt-sleeve-and-coverall-committee 8-J, investigat- 
ing the physical properties of iron foundry molding 


. molding, melting, pouring, and testing. Results 
of 8-J work are being published in a series of articles 


. . « follows up planned research with work sessions 
at foundry laboratories to put their theses to test. 
They do their own sand preparation... 


. These photographs of a recent work meeting were 
made by Committee Chairman Robert L. Doelman, 
Miller & Co., Chicago 
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FILL OUT 
CARDS HERE 


Then bate to hyp sts 


Registration crowds like this pose no problem to convention-goers 


who register in advance. 


pen Advance Registration 


AbvANcE registration arrange 
ments, awards, and air tours of Mex 
ico~all part of the 1955 AFS Con 
vention to be held in Houston, May 
25-27-—have been announced, 

To register in advance, AMERICAN 
FOUNDRYMAN readers merely used 
the convenient cards on the facing 
page to secure their official badges 
well in advance of the 5-day series 
of meetings and avoid the delay of 
registering in Houston, 

Foundrymen are urged to send 
their advance registration, along 
with the registration fee (AFS mem 
bers, $2.00; non-members, $5.00) 
promptly to facilitate early process 
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for AF$ Convention 


ing. Personal badge, needed for 
admission to all Convention sessions 
except Shop Course meetings, will 
be forwarded promptly, Advance 
registration offer applies only to 
registrations received at AFS Head 
quarters prior to May 12. 

Simultaneous with the opening 
ol advance registration, awards to 
be presented at the Annual Ban 
quet, the evening of Wednesday 
May 25, have been announced. Re 
cipients and awards recommended 
by the AFS Board of Awards and 
approved by the Board of Directors 
are: 

Joun B, 


CAINF, ccensultant, 


Wyoming, Ohio—the John H. Whit 
ing Gold Medal—for 
contributions to the Society and the 
industry, particularly in the field of 
foundry sand research and applica 
tions. 

J. E. Renper, director of tech 
nology and research, Canada Iron 
Foundries, Ltd., Montreal, Que 
the Peter L. Simpson Gold Medal 

for outstanding contributions to 
the Society and to foundry knowl 
edge of cast metals. 

Ropert F. THomson, head of 
metallurgy department, Research 
Laboratories Div., General Motors 
Corp., Detroit—the John A. Peston 


outstanding 












with a visit to Mexico, are urged to 
act promptly in contacting the Har- 
vey Travel Bureau soon so that tour 
plans can be finalized as early as 
ble. A number of 

ve already indicated their inter- 
est as a result of early announce- 
ments in the January and ve 





plant visits, Convention social 
events, a for the ladies, and 





lead off with the AFS Tea the after- 

































IMPORTANT 
Type or print in reverse side completely. To receive Official Badge 
in advance of Convention, return cord NOW with Registration Fee. 


MAIL Direct To: Golf & Wolf Roads 
Des Plaines, Iliinois 


REGISTRATION [] ABS. Members, $2.00 
Indicate 
FEES: =) Non-Members, $5.00 


YOUR PERSONAL CONVENTION REGISTRATION BADGE WILL 
BE SENT PROMPTLY TO YOUR ATTENTION. 



















I's simple. Fill out completely one of the cards above. Mail it to 


Pass on the other Advance Registration Card to a friend who may 
be planning to atiend this year’s APS Convention. 












Register In Advance t 


Wear Your Badge . . . Walk Right In 






Foundrymen ... AFS Members ... nonmembers... quesis... 
secure your official badges in advance of the 1955 APS Convention, 
Houston, May 23-27. Avoid filling out cards or waiting in line for 
badge to be typed. Be free to greet your friends, and to attend the 
meeting of your choice without inconvenience or delay. 











American Poundrymen's Society, Golf & Wolf Roads, Des Plaines, 
IIL, together with member registration fee of $2.00 or non-member 
fee of $5.00. Convention badge for your personal use (needed for 
admission to all sessions except Shop Courses) will be sent promptly. 












continued on following page 





Tyse or print in reverse side completely. To receive Official Badge 
in advance of Convention, return cord NOW with Registration Foe. 


AMERICAN FOUTSDRYMEN’S SOCIETY 
Golf & Wolf Roads 
Des Plaines, Minols 


CJ A.F.S. Members, $2.00 
FEES: []  NenmMembers, $5.00 


YOUR PERSONAL CONVENTION REGISTRATION BADGE WILL 
BE SENT PROMPTLY TO YOUR ATTENTION. 


MAIL Direct To: 


| nn 





HOUSTON CONVENTION MAY 23-27, 1955 
ADVANCE REGISTRATION CARD 
NAME__ 


POSITION 











°CO, STREET ADDRESS__ 


*CITY. 











*MOTE: Show Address and City WHERE 


nom rete 


YOUR OWN PLANT or OFFICE is located. 











Register today. Advance registration offer applies only to registra- 
tions received prior to May 12. 


Hotel to which you are assigned (hotel application blank appeared 
in the February issue of American Foundryman) should be listed 
if you have this information at the time you apply for advance 
registration. Hotel name enables friends to locate you at the Con- 
vention. If your hotel has not been assigned, send in your advance 
registration anyway. Your hotel can be added to your card at the 
Convention by merely requesting one of the clerks at the AFS 
Registration Desk on the mezzanine floor of the Rice Hotel to do so. 


If you prefer to register «t the Convention, fill out one of the Advance 
Registration Cards and bring it with you to Houston. Won't save as 
much time but it’s faster than starting from scratch after you arrive. 


h Register In Advance 


Wear Your Badge . . . Walk Right In 
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noon of Monday, May 23 and will, 
of course, include the Annual Busi- 
ness Meeting and Annual Banquet 
(both Wednesday, May 25) ana 
Texas Chapter Night (Thursday, 
May 26). 

Texas Chapter Night will feature 
a mounted drill by the 21-man 
Sheriff's Posse with fast precision 
riding and a torchlight number. All 
members of the Posse are business 
and professional men who maintain 
topflight quarter horses and repre- 
sent the best riders in an organiza- 
tion of about 100. A barbeque din- 
ner will be served from a chuck 
wagon, following which the sheriff 
has some “arrests” to make. 


Present Cash Awards 


The Annual Business Meeting, 
with AFS President Frank J. Dost, 
Sterling Foundry Co., Wellington, 
Ohio, presiding, will be highlighted 
by the presidential address, election 
of officers (for nominations see page 
65, February issue), and presenta- 
tion of cash awards and certificates 
to top winners in the AFS Appren- 
tice Contest. 

Deadline for the 1955 AFS Apprentice 
Contest is April 1. On this date all pat- 

and castings to be considered in 
national judging must be in the 

of Prof. Rey W. Schroeder, Gen- 
Engineering Dept. University of 
Hlinols, Pier 47, Navy Pier, Chicago, 1. 

Following the business meeting, 
Fred J. Walls, International Nickel 
Co., Detroit, will present the Charles 
Edgar Hoyt Memorial Lecture. 

Other technical highlights of this 
year’s AFS Convention include 
three symposia, a motion picture 
illustrating the carbon dioxide- 
sodium silicate methods of harden- 
ing molds and cores, and the latest 
AFS research film on studies of ver- 
tical gating systems. 

The three symposia are: H. A. 
Schwartz Memorial Symposium fea- 
turing papers on heat transfer, an 
AFS activity headed by the late Dr. 
Schwartz for many years—the after- 
noons of Wednesday and Thursday, 
May 25 and 26; Symposium on Non- 
Destructive Testing, sponsored in 
cooperation with the Society for 
Non-Destructive Testing—the after- 
noon of Friday, May 27; and Sym- 
posium on Quality Improvement 
of Molten Iron—Thursday morning, 
May 26. 

In all, some 70 technical papers 
covering every phase of foundry 











prac tice will be presented at 45 ses 
sions during the 5-day convention 
In addition to 
which prepared papers will be pre 


these sessions, at 





sented, 17 informal sessions are on 
the program. ‘These are the Round 





Table Luncheon and Shop Courses 





which feature informal discussion 
of shop problems that face many ol 
those who attend the meetings. 

The cight Round Table Lunch 
eons scheduled, in addition to a 
Sand Division Dinner (Tuesday, 
May 24), are: Malleable (Monday, 
May 23); Brass & Bronze (Monday, 
May 23); Education (Tuesday, 
May 24); Light Metals (Tuesday, 
May 24); Pattern (Wednesday, May 
25); Gray Iron (Wednesday, May 
25); Industrial Engineering (Wed 
nesday, May 25); and Steel (Thurs 
day, May 26). 

Shop Course meetings will be 
held on Monday, May 23 and Tues 
day, May 24 at 4:00 pm and 8:00 pm 
These sessions—the only 
requiring a Convention badge for 
admittance—will and 
bronze subjects and malleable prac 



















ones not 






cover brass 






tice in simultaneous afternoon ses 
Iwo 





sions each of the two days. 
sessions scheduled for each evening 
of May 23 and 24 will cover gray 


iron and sand subjects. 









Avoided Simultaneous Scheduling 





All Convention have 
been scheduled to enable foundry 
men to attend the maximum num 
ber of meetings in the minimum 


meetings 










time. Insofar as possible, simulta 
neous scheduling of meetings likely 
to interest the same group ol con 






vention-goers has intentionally been 





avoided. 
Brass and bronze, and light metals 





sessions are scheduled for the early 
part of the week; gray iron and steel 
are scheduled for the middle and 





latter part. Sand sessions will run 





throughout the week. Others, such 





as salety, hygiene, and air pollution 





control, education, industrial engi 





neering, refractories, and heat trans 





ler are planned for the middle of 
the week. 

Preprints of Convention papers 
available April | will be listed in 
the April issue of AMERICAN FouNnD 
RYMAN along with a form for re 
questing those in which readers are 
interested. The April issue also will 
contain abstracts of papers sched 
uled for presentation. 





















Tour Mexico 


After AFS Convention 


Three air tours 


Ive 


Group 


i at 3:3 


Mex ity 
Each group 
Mexi ty 
the Del Prad 
lw take 


wi 


Groups |, 2, and 3 


All groups 


by way 


7 


1a¢ 


Early arrangements { 


in¢ 


All meals 


Me x 


Saturday. June 4, 


} 


Group 2 







Group 3 plus those in Group 2 


Cost 


Those desiring 














Sight 


. ry 
employes wes chip- Two Dozen REASONS for 
pong on a casting when wearing goggles, safety glasses 
a chip struck the center and face shields suited to the 
of his safety goggle work be ing performed are shown 
lens. He suffered no on these and the following two 
injury whatsoever. pages. These examples of the 

CONTINENTAL FOUNDRY & MACHINE CO. 
STANDARD STEEL WORKS DIV., BALDWIN-LIMA-HAMILTON CORP 


A chip from a ring on which he 
was working struck the shield 
just over the eye with such force 
as to turn the shield about half- 
way around his head. The man 
was not injured. 


CRUCIBLE STEEL CASTING CO. (LANDSDOWNE, PA.) PRATT & LECHTWORTH DIV., DAYTON MALLEABLE |RON CO 


Goggles on the left were struck 
by an object flying from a sand 
blast. Pieces of shattered lens 
were removed from the man’s 
eye; no serious injury resulted 
The lens of the goggles at the 
right was cracked by the tip of 
a chisel broken while prying 
scale from a large casting. No 
injury. 


ELECTRIC STEEL FOUNDRY CO 

Shield on the left saved 
wearer's eye from a piece of 
broken grinding wheel. Lucky 
chipper, neglecting to cover 
safety glasses (right) with reg- 
viar shield, was uninjured by 
flying steel fragment. 





Savers 


importance of sight savers were 
exhibited at the 9th 
I & 
Founders’ 
work 
Briggs, technical and research di 
Erwin Dieck 
Committee mem 


annual 
Steel 


salety 


© Conference of the 
SFSA 
is carried on under C. W 


Society 


assisted by 
mann; Safety 
bers are: E. M 
Steel Castings Corp., chairman 
Cc. K. Garland, Massillon Steel 
Casting Co.; A. W. Nelson, Ele« 
tric Steel Foundry Co ey 2 
Phelps, Pratt & Letchworth Div 
Dayton Malleable lron Co.; L. I 
sartell, Maynard Electric Steel 
Casting Co.; H. J. Mullarkey, 
Continental Foundry & Machine 
Co.; M. H. Nichter, American 
Steel Foundries; and C. 1 
Ross-Meehan Foundries 


rector, 


Layman, General 


Sweets 


A chipping chisel ricochetted 
into the lens of the safety 
glasses at the left. Impact 
caused loose foreign bodies to 
imbed in right eye. No dis- 
ability. Glasses on the right 
were worn by a foreman watch- 
ing pouring of large mold. A 
spurt of metal hit his safety 
glasses. His eye was uninjured. 


PRATT & LETCHWORTH DiV., DAYTON MALLEABLE IRON CO 


PP bed 


While breaking up 
slag in a rock crusher 
a piece of slag flew 
striking the operator 
on the goggle lens. No 
injury was incurred. 


ELECTRIC STEEL FOUNDRY CO 


UNION STEEL CASTINGS Div 


BLAW KNOX CO 


CONTINENTAL FOUNDRY & MACHINE CO 


This face shield was worn by 
the operator of an abrasive 
cut-off machine. He had raised 
the guard for a certain casting 
The wheel pinched and broke 
Safer type 


now used. The 


cut-off wheels are 
aluminum skull 


guard saved the man's life 


Goggles on the left saved the 
chipper's left eye from injury 
by a flying chip. The shot-blast 


operator was protected irom 


injury by a flying particle by 
safety goggles on the right 





AMERICAN CAST IRON PIPE CO AMERICAN CAST IRON PIPE CO 


Wearer of these was improperly grinding back of the bell Safety shield protected the wearer from a piece of broken 
of a large diameter pipe when the wheel broke. wheel dresser which was improperly guarded 


STANDARD STEEL WORKS DIV., BALDWIN-LIMA-HAMILTON CORP ELECTRIC STEEL FOUNDRY CO 


Chipper was wearing this pair of goggles when he was Eyes of the man pouring small molds on a conveyor were 
struck by a chip from his chipping hammer. saved by these glasses from metal backfiring from sprue 


GENERAL STEEL CASTINGS CORP GENERAL STEEL CASTINGS CORP 


Open hearth pit man was breaking up slag he had cooled Air hose nipple attachment on the grinder broke and the 
with water when exploding unsolidified slag caused 3rd loose broken end of the nipple struck the operator on 
degree burns over 50% of his body and 2nd degree burns the goggles. He received a laceration about 1% in. from 
over 20%. Goggles saved his eyes, probably his life. the eye; the goggles saved his eye. 
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EASTERN MALLEABLE IRON CO PRATT & LETCHWORTH DIV., DAYTON MALLEABLE IRON CO 


Molder was pouring his molds when he was struck in the Flying steel chip cracked the left lens of the chipper's 


face by a splash of iron. His eyes weren't injured. safety goggles but caused no eye injury 


SUPERIOR STEEL & MALLEABLE CASTINGS CO MOUNTAIN SIATE STEEL FOUNDRIES 4¢ 


Goggles protected the wearer's eye and his own per Molten metal exploding from a wet mold destroyed the 
sonal glasses from a flying foreign body. pourer'’s goggle lenses but did not injure his eyes 


KEOKUK STEEL CASTINGS CO STANDARD STEEL WORKS DIV., BALOWIN.LIMA-HAMILTON CC 


Inspector was walking through the cleaning room past Employee wearing these safety goggles was struck by 
a shot blast as the door on the machine was being a chip from a casting on which he was working. Al 
closed. A blast of shot struck him full in the face, but he though the right safety lens was shattered, nothing was 
suffered no injuries to his eyes found in his eye 





sl ate) om coll 4 


Small Cupola Operation 


We have recently acquired, for ex- 
perimental purposes and small pro- 
cuction heats, a second hand cupola 
of 18 in. ID. For some reason or other 
we are running into considerable dif- 
ficulties, apparently due to metal 
freezing at the tap hole and chilling 
on the bottom of the well. 


Every step of operation of smaller cu 
polas must be carried out explicitly to 
establish optimum conditions for melt 
ing. Failure to size materials is the most 
common oversight. Burning-in the bed 
is critical because there is a large ra 
diating area relative to the metal col 
umn, Use a mild blast if necessary to 
burn in the bed sufficiently when in a 
hurry, Walter R. Jaeschke, Whiting 
Corp., Harvey, IL, advises. 

‘THe Curota AND Is OPERATION, pub 
lished by the American Foundrymen’s 
Society, lists general charging directions 
for cupolas 

The height of bed coke varies as the 
square of the blast pressure and should 
be from 28 to 34 in, above the tuyeres 
of the 18in. cupola, Coke should be 
added in 20-lb charges; 4 Ib of flux 
should be used, Recommended blast 
is 570 clm at a normal windbox pres- 
sure of 7 oz; blower should be able to 
deliver 640 cin at a discharge pressure 
of 8 oz. Total tuyere area should be 
$2 sq. in. 


Front Slagging Spout 


What is necessary to convert our 
present cupola operation to front 
slagging? We now rear slag and in- 
termittently tap 6 tons per hr, 8 hr 
per day. The well diameter is 60 in.; 
sand bottom to slag hole is about 7 in. 


Continuous tapping with a front slag 
ging spout is independent of the 
melting rate and other dimensions sub 
mitted, The one dimension upon which 
successful front slagging operation de 
pends is the height of the tuyeres above 
the toy. of the tap hole. 

A front slagging spout operates as 
a U-tube with iron and slag being forced 
out the tap hole and up into the spout 
by air and slag pressure inside the cu 
pola. 
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Practical Questions and Answers 


During melting the system is balanced 
on both sides of the taphole by estab 
lishing a metal dam at a height that 
will allow required metal removal and 
slag separation. Of course, when op 
eration is slowed by decreased blast or 
shut down, metal outside the cupola 
will back into the cupola well until 
pressures on both sides of the tap hole 
are equalized, The danger is in raising 
the slag layer inside the cupola to the 
point of running into the tuyeres. 

rhe simplest way to determine the 
optimum metal dam height is to alter 
by trial and error a dam established at 
a height calculated in inches to be one- 
fourth of the maximum expected blast 


SLAG NOTCH 


far end; and of cast iron sections of 
¥, to l-in. in thickness 

Each of several spout designs has 
some measure for damming the metal 
to build the head, a skimming brick to 
hold back the slag layer, a notch in the 
side of the spout of sufficient depth to 
remove slag throughout the melting op 
eration, and a hole at the lowest level 
to drain the cupola and spout of metal 
and slag at the end of operation. One 
spout is designed with a side hinge so 
that it can be unlatched and swung 
open to allow for draining slag after 
metal has been removed through the 
drain hole and the cupola has been 
dropped. 


SKIMMER BRICK 





TAP HOLC.__ 























ig 
SAND BOTTOM” 


ORAIN HOLE 


Cross section of cupola front slagging spout (Cupola and Its Operation, page 99). 


pressure in pounds per square inch. 
Che head of metal in the spout, being 
higher than the dam by the depth of 
flow over the dam, should be sufficient 
to seal the tap hole with metal inside 
the cupola well to prevent air from 
blowing through. But the head must 
not be so great that slag will not flow 
through the tap hole with the metal. 

With a properly designed spout, 
metal inside the cupola will not rise 
more than 4 in, above the tap hole 
during melting, providing an optimum 
condition for slag removal with the 
slag layer as far as possible from the 
tuyeres 

Front slagging spouts have been con- 
structed of 14-in. steel plate reinforced 
with tie-bars across the dam and at the 


The metal dam should be about 4 in 
wide to facilitate changes to accommo 
date operating conditions. The trough 
beyond the metal dam should be nar 
row. One reference recommends that 
the depth of metal just ahead of the 
dam be at least 10 in. to insure sep 
aration of slag. 

lo adjust the dam height of the front 
slagging spout to operating conditions 
note whether slag appears in front of 
the slag hole within 20 min after the 
first tap. If no slag appears, lower the 
dam about 14-in. and allow time for the 
liquids to establish themselves at the 
new level. Repeat this procedure until 
slag does appear and no adjustment 
is needed to bring slag from the cupola 
in sufficient volume to run over the 





slag spout in about 10 min after making 
its first appearance. Be sure to measure 
the dam height from some fixed point 
on the spout frame. 

It may be necessary to make similar 
adjustments for a day or two until an 
average height is reeched which allows 
the cupola to begin slagging in not 
more than 20 min and will efficiently 
seal the tap hole from blowing. Adjust 
ments in the dam need not- interfere 
with melting efficiency in any way dur 
ing the experimental period. Usually 
the adjustments described do not take 
more than an hour after the first tap 

With front slagging, no definite re 
lation need exist between the melting 
rate of the cupola and the size of the 
tap hole. A 2 in. diameter hole will 
serve for 5 to 25 tons per hr 

A round tap hole may be used but a 
rectangular hole with the long dimen 
sion in the horizontal plane is consid 
ered to offer more resistance to the 
cutting action of slag. The only way 
to increase the slag carrying capacity of 
a rectangular hole, once dam height 
has been established, is to increase the 
width of the hole. This also increases 
its iron-carrying capacity. Increasing the 
height of the tap hole increases its iron 
carrying capacity but leaves the slag 
carrying Capacity unchanged 


lron-Contaminated Aluminum 


Kindly advise us regarding the re- 
fining of aluminum scrap that has be- 
come contaminated with iron to the 
extent of 1 per cent or slightly higher. 
We are using iron and steel pots 
which are painted with various pro- 
tective coatings. 


There is no method available for taking 
iron out of aluminum scrap. Gradual 
consumption of this scrap is accom 
plished in industry by melting and pig 
ging the high-iron scrap and adding 
small amounts of contaminated pig to 
the furnace charge 

You will not pick up appreciable 
amounts of iron from the pots if they 
are adequately coated with a suitable 
wash of whiting, talc, finely ground 
mica, or an insulating powder especially 
processed from bauxite. 

A mixture suitable for brushing may 
be made by adding about 7 lb of dry 
ingredients to each gallon of water. A 
small amount of sodium silicate may 
be added to improve adhesion. The 
coating should be renewed after each 
cleaning by heating the pot slightly 
above 212 F and brushing the mixture 
on its surface to form a continuous film 
of moderate thickness. 

A newly coated pot should be thor 
oughly preheated to be sure that all 
moisture is driven off before metal is 
again charged 

Enclosed is a list of suppliers of 
washes for aluminum practice 


Low Grade Sand? 


We use a sand that is dug locally, but 
feel that it is a rather low grade, so 
we make a synthetic sand for facing 
and back it up with the local sand. 
How can we find out more about the 
sand ourselves and whom may we 
turn to for help? 


The Founpry Sand HANpBOOoK, pub 
lished by the American Foundrymen's 
Society is a most complete reference on 
all phases of foundry sand testing. AFS 
members may obtain this book for $3.50 
(non-members, $5.25). Postage is pre 
paid if remittance accompanies order 
Write to Book Department, American 
Foundrymen’s Society, Golf & Wolf 
Roads, Des Plaines, Ill 

You might find it profitable to engage 
a sand consultant to advise you of ne« 
essary Changes. Your supplier of bond 
ing materials is in a good position and 
willing to help you with molding sand 
problems 





Just Give Us the Facts 


Answers to questions and prob 
lems submitted to Shop Talk will 
be more specific, more complete, 
and prompt if readers will suppl 
details, sketches, drawings, photos 
and specimens (where feasible) 
Receipt of as much information 
as possible with the first letter 
will enable the AFS Technicai 
Dept. and the AMERICAN FouNb 
RYMAN technica! staff to provide 
the best possible answer without 
the delay of several exchanges of 
correspondence 











Strainer Cores 


We are contemplating using strainer 
cores and would like to know what 
you think of this practice in general. 


Te term “strainer” core is a misnomer 
in anything but aluminum or magn 
sium practice; and even then it is 
misleading because the straining device 
is actually a metal screen rather than a 
core. Strainer cores, however, will ré 
move larger pieces of refractory, et 

For the higher melting point alloys 
the primary purpose of the strainer core 
is to restrict the flow of metal and cause 
the sprue and pouring basin to fill 
quickly. The pool of molten metal thus 
formed allows slag to separate and float 
on the surface during the rest of the 
pour. Slag separation, of course, de 
pends on the metal pourer keeping the 
sprue or pouring basin (there should 
be one) full throughout the pour 

Choking action of the strainer core 
is temporary because properly de 
signed gating system will, when filled 
provide a greater restriction and thu 
nullify the strainer Choke i 
temporary. Indeed, perforated metal 
screen strainers in ferrous work are soon 
melted by the metal stream 


ction 


Severe thermal shock and metal cro 


sion require that special materials and 


care be used to make strainer cores 
serviceable 

Sand strainer cores invariably are 
made by the foundry using them. A 
typical strainer “ore mix for ferrous 
work would be a 25 to | (by weight) 
mixture of washed and dried silica sand 
and core oil with no water «7 other 


A sand of 70 AFS fin 
ness should give about 200 psi baked 


binders added 


tensile strength 

The best that can be « xpect d of sand 
strainer cores is that the holes be spaced 
sufficiently so that they will not erode 
completely before the sprue, pouring 
basin and gating system are filled 

Ceramic strainer cores, available com 
mercially, stand up throughout the en 
tire pour providing a definite choke 
and, to the extent that the holes do not 
enlarge, serve also as a strainer 

Design of sand and ceramic strainer 
cores is discussed and diagrammed in 
1948 AFS ‘TRANSACTIONS 
vol, 56, pp. 574-575 and in AMPRICAN 


FounpRYMAN, vol. 13. no. 5, May 1948 
pp 107-108 


Aluminum in tron Scrap 


How serious is the effect of alumi- 
num on cast iron? Our weekly melt 
is 450 to 475 tons and we are remov- 
ing between 1500 and 2000 Ib of alu- 
minum from the scrap for this melt. 
It seems to us that the percentage 
of die cast is so small that it would 
be burned in the cupola and possibly 
go out the stack or out with the slag. 


It is assumed that the die cast metal you 
refer to is aluminum; however any non 
ferrous material should be carefully seg 
regated from the scr ip of the cupola 
charge 

Aluminum is a powerful graphitizer 
even in minute quantities, Small quan 
tities of aluminum may be used as ladle 
idditions to serve as a deoxidizer and 
chill reducer, but anything in excess of 
the quantity needed for deoxidization 
is prone to produce pin holes in the 
casting 

4 ton of aluminum in 400 tons of 
iron (approximately your weekly melt) 
amounts to 14 per cent This is exces 
sive, a8 aluminum in quantities of 0.05 
per cent or even less may be the caus 
of pin holes in light-sectioned casting 
poured of soft iron, In larger amount 
it renders the metal sluggish in pouring 
and causes the formation of dross, re 
sulting in surface defects 

Charging crews can watch for non 
ferrous attachments and other contam 
ination \ small bonus for uch mate 
rial removed will tincaver mtoni hing 
quantities ol these material mid sub 
stantially reduce the possibility of seri 


ous difficulty 


March 1955 * 61 





W. D. Wactuer/Research Enginee 
Ford Motor Co., Dearborn, Mich 


C. M. Avams, JRr.,/Assistant Professor 


H. F. Tayior/Professor, Dept. of Metallurgy 
Massachusetts Institute of Technology 


Taylor 


Vacuum Test 


Shows Up Gassy Metal 


Gassy metal is easy to detect by allowing a small 
sample from the melt to solidify in a vacuum. The 
authors described the method in “Techniques for Im- 
proving Strength and Ductility of Aluminum Alloy 
Castings,”’ which they presented before the 1954 An- 
nual Convention of the American Foundrymen’s So- 


ciety. 


® Gas content of aluminum alloy heats can be checked 
by a reduced pressure test devised by.W. A. Baker of 
England (Journal, Institute of Metals, vol. 71, p. 165, 
(1945), Essential features of the apparatus (Fig. 1) are 
a vacuum pump, bell jar, flat plate and rubber gasket 
upon which the bell jar rests, release valve, connecting 





rubber tubing, and mercury manometer. The operation 
is simple and rapid. Molten metal is dipped or poured 
from the melting crucible into a small thin-walled iron 
crucible (15 cu in, capacity) which is then placed under 
the bell jar and the vacuum pump turned on, In less 
than 20 sec a reduced pressure of about 1/10th atmos 
phere is reached and the pump turned off, The sample 
remains under reduced pressure until completely solidi 
fied. Pressure is then increased to normal by opening the 
release valve, and the sample removed from under th« 
bell jar. 

Phe effect of reduced pressure is to exaggerate gas 
porosity. A given amount of gas will create a bubble 


Fig. 1... Reduced pressure testing apparatus. Essential 
features are: vacuum pump, bell jar, flat plate and rubber 
gasket, and manometer. 





ten times as large at 1/10th atmosphere as at one 
atmosphere. Also, under reduced pressure, bubbles are 
evolved earlier in the freezing process, and tend to 
colaesce, further increasing their individual size. Sensi 
tivity of the test depends upon the pressure of opera 
tion. Very low pressures (1/100th atmosphere) promote 
bubble formation in samples of relatively low gas con 
tent. At higher operating pressure (1% atmosphere), 
molten samples containing a significant amount of 
hydrogen give only a small indication of porosity 
Satisfactory operating pressures for aluminum lie be 
tween 2 and 4 in. of mercury (absolute pressure). The 
operating pressure selected should, of course, be main 
tained constant. 


Samples Are Sectioned for Comparison 


For comparison and control purposes, samples are 
sectioned and the sawed surface examined visually 
With experience in using the reduced pressure tester, 
the appearance of the top surface of the test sample 
will show whether melt quality is satisfactory. By 
measuring bulk density of the sample, a quantitative 
evaluation of porosity can be obtained. 

The effect of reduced pressure is illustrated in Fig 
2. Two consecutive samples were taken from a heat 
of aluminum-copper alloy which had not been de 
gassed. Sample 2a was allowed to solidify at atmos 
pheric pressure, while Sample 2b solidified under a 
pressure of about 1/10th atmosphere. The reduced 
pressure has magnified the size of the voids in Sample 
2b, making them easily visible. 

The reduced-pressure test was used to estimate the 


rate at which molten aluminum absorbs hydrogen trom 
the air: results are shown in Fig. 3. After melting, the 
metal was degassed with dry nitrogen for 15 min, The 
crucible was removed from the furnace, and Sample 3a 


tested for gas content; subsequent tests were taken ever 


i min. Figure 3 shows marked hydrogen absorption by 
the melt. Water vapor in the atmosphere reacted with 


molten aluminum to give aluminum oxide and hydro 
gen; the hydrogen was readily absorbed by the melt 
to be evolved later during solidification. Solidification 
under reduced pressure indicated the extent hydrogen 
was picked up from the atmosphere 

In still another demonstration of the use of this 
tool, a study was made of hydrogen absorption by 
aluminum-copper alloy from different mold materials 
\ green sand mold, a shell mold, a core sand mold and 
a dry sand mold were used. The melt was degassed and 
then poured through a long mold cavity (an open 
ended channel 20 in. long, 34 in. wide, and 14 in. deep 
terminating in a well); this is shown in Fig. 4 

Approximately 3 sec were required for the metal to 
flow through the cavity into the terminal well. A sampl 
was dipped from the well and solidified under reduced 
pressure along with the originally degassed metal, ‘1 sis 
procedure was repeated for cach of the four mold 
materials. Results (Fig. 5) illustrate the rapid pickup 
of gas from the various sand molds, and give a rough 
indication of the relative effects of different types ol 
molds. As would be expected, dry sand proved definitely 
superior, with green sand the greatest source of 
hydrogen. 

An evaluation of effectiveness of degassing, gas pick 


Fig. 2 (left) .. Effects of reduced 
pressure solidificaiton. Poured from 
same melt: (left) solidifier under 1.0 
atmosphere abs., (right) solidified 
under 0.13 atmosphere abs. (4-in 
Hg). 


Fig. 3 (below) . . Hydrogen was ab 
sorbed from air by degassed metal 
held in open ladle. Left, sampled im 
mediately; center, held 4 min., right, 
held 8 min. before sampling then 
solidified unde; 0.067 atmosphere 
(2-in. Hg). 
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up from crucible, from handling, 
and from mold materials, for any 


particular operation, can easily be 


evaluated using this apparatus. 
Studies indicate the reduced pres 
sure test may be used effectively for 
appraisal of other cast metals. 


Fig. 4 (left) .. Channel mold with 
terminating well from which samples 
are taken for evaluation of gas pick- 
up from various molding materials. 


Fig. 5... Absorption of 
hydrogen from different 
mold materials is shown 
in these samples solidi- 
fied under 0.067 atmos- 
phere (2-in. Hg). 
Samples on the left 
are from degassed metal; 
those on the right are 
from the same metal after 
pouring (see Fig. 4) into 


A.. green sand mold 


B..core sand mold 


C.. shell mold 


D ..dry sand mold. 





QOuizmaster 


Core Mixtures and Mixing 


WARNER Bisnor/Mg 


Are he ? Dante ls Midland Co., 


@ The best core is the cheapest 
core that will do the prescribed 
job. Thus, it is wise to constantly 
review the that 
enter into the production of ade 


many variables 
quate, economical cores. Control of 
these variables pays dividends in 
freedom from worry, reduction of 
scrap, and production of sound 
castings. ‘Test your knowledge of 
cores with the following questions. 
Answers are on page 92. 


1. If two base sands of different 
origin have the same AFS grain 
fineness number, the physical prop 
erties of the resulting cores are the 
same. True False 

2. The main influence of clay on 
core sand is to increase the green 
strength. True False 

3. If a given core sand contain 
ing an accurately controlled amount 
of binder and water is run batch 
after batch, the resultant 
compression strength and 


green 
baked 
tensile strength will be constant. 
Truc False 

4. Core oil 
gal. True 

5. “Lightweight” 
half as much as “heavyweight” ce 
real. True. False 

6. Volume measurement is the 
best way to control the amount of 
True 


weighs 714 lb per 
False 


cereal weighs 


sand in a core mix. 
False 

7. The sequence in which ingre 
dients are added to a core sand 
mixture is of little importance in 
the ultimate green compression and 
baked tensile strength of that mix 
True False 


8. The moisture content of a 


Products Du 
Cleveland 


Foundry 


mixture consisting of sand, cereal 

core oil, and water has no effect 

upon the ultimate baked strength 

of cores made from that mix. True 
False 

9. The 


mixture consisting of sand 


moisture content ol a 
cereal 
core oil, and water has a great effect 
upon the green strength of cores 
made from that mix. True 
False 

10. ‘The 
core sand mix definitely affects th 
speed of bake of that mix 


False 


moisture content olf a 


Trou 


11. The best way to increase the 
baked 
sand mixture is to add more core 


False 


12. The best way to reduce pen 


tensile strength of a cor 
oil. True 


etration olf metal into a core to 


use a stronecr cor oil Truc 


False 
13. The best way to increase th 
sand mix 


green bond of a core 


ture s to add cereal. Truc 
b alse 

14. Some core oils add more green 
bond to a core sand mixture than 


I rue balse 


15. The best wav to increase the 


do others 


collapsibility ola cor is to tse 
a core oil with better collapsibil 


itv characteristics. Tru False 


16. The best way to increase the 
speed ol bake olf a given core is t 
raise the oven ibove 
500 Ff I rue balse 

17. I here is ne 


speed ol attainment ol 


i rhb rature 


correlation 1) 
tween the 
tensile strength of a given core and 
the speed with which the sand mix 
bake through a 
chunk cor True I ilse 

18. 1 he be st way to reduce va 


during 


ture will heavy 


formation pouring i to 


change the type ol binder used 
Prue False 
19. “The Ly} ol core 


factor im the 


binder can 
be a minor ultimate 
strength ol i core Iroc 


b alse 


20. Spraying cor 


tensile 


with Trhcoistuire 
before they enter the oven contrib 
utes little to core True 


I alse 


21. There are tastes 


prope tie 


baking core 
binders than phenol formaldehyde 
resins. True False 

22. Cereal 


mixtures 


binders in core anal 


scT Ve no other purpose 
than giving the core green strength 


False 


I rue 


Marct 





Gray Iron Statistics 


rE 1954 survey of the Gray Iron Table |. . Division of Foundries by Size 
y 


Founders’ Society, based on a record 





participation of 826 foundries, has been Ciidatihes. tes Tonnage Produced Estimated 
released, Covering average monthly Foundry Size Each Group in Each Group Employees 
shipments of 288,913 net tons of gray by Number of 
iron made the last half of 1953, the Employees No. % of Total eon % of Total No 
survey represents approximately 60 per Reporting Tonnage 
cent of the shipments of jobbing or “for Under 20 17.7 5.879 2.0 
sale” castings, and approximately 20 per 20.49 28.0 24,359 8.4 
cent of the captive or “own use” cast 
ings made by all gray iron foundries. 50-99 26.7 43,091 14.9 

Statistics reported include: compar 100-199 16.0 61,975 21.5 
ison of production with 1951; division 200-299 6.2 44,365 15.4 
into jobbing and captive tonnage; size 300-499 3.4 43,976 15.2 200 
of foundry as indicated by number of 500.999 12 35,032 121 500 
employees; major molding facilities; 
degree of mechanization; special facil 1000 and , 

: . over 0.8 30,236 10.5 9,000 

ities; meiting units; iron compositions 
available; and a breakdown by type of 100 288,913 100 87,025 
industry that consumed the castings 
and the number of foundries that 
served those industries. 





Recsans menthly dipihints made by Table 2. .Degree of Mechanization 
the foundries surveyed compare the techealeed “oe grr enromeaer Stee tiditeiaiont 
second half of 1953 (most recent rep Foundry Size 
resentative period) with the first half by Number of % Total % Toto! % Total % Total %Totel % Total 
of 1951 (best production period to Employees Tonnage No. in Tonnage No. in Tonnage No. in 
date), For July-December 1953, average in Group Group in Group Group inGrovp Group 
monthly shipments were: 173,116 net 
tons (59.9 per cent) by jobbing found 
ries; 84,018 net tons (29.1 per cent) 
by captive foundries; and $1,784 net 50-99 5.7 5.1 10.2 7.8 84.1 87.1 
tons (11,0 per cent) by semi captive 100.199 17.1 18.9 60 5 67.5 
foundries. Figures for January June 200-299 44.2 95.3 04 490 
are: jobbing—213,389 net tons (61.2 per 
cent); captive—102,459 net tons (29.4 
per cent) ; semi-captive—32,994 net tons 
(9.4 per cent). 1,000 and 
over 





Under 20 0 0 7.1 5.6 92.9 94.4 
20-49 1.5 1.3 4.8 5.0 93.7 937 


300-499 29.5 32.1 13.1 25.0 
500-999 5.4 20.0 32.4 50.0 


Jobbing-Captive Tonnage. A detailed 
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the 
made to allocate castings produced into 


study of semi-captive group was 


for sale” and “own use” categories 


Recapitulation of 1953 figures shows 
66 per cent of the tonnage surveyed falls 
under the heading of jobbing, 34 per 


cent under captive 


Size by number of employees is shown 


for 824 of the foundries surveyed in 


Table 3 


Also indicated is the tonnage 


Table | 


produced by the various siz groups ind 


the estimated number of employees in 


the groups 


Mechanization of 81! foundries re 


porting is shown in Table 2. Direct r 


lation between size and degree of 


mechanization is well marked, as is the 


relation between number of foundries 


Major Molding Facilities 





No. Fdries. 
in Group 


Employee Size 
Group 
Under 20 146 
20-49 231 
50.99 220 
100-199 132 
200-299 51 
300.499 
500-999 


Over 1,000 


PERCENTAGE 
Distribution of Molding 
Facilities of 824 
Foundries 


Squeezer 


Rollover Stripper 


52 20 6 
11.4% 5.9% 4.3% 
151 

29.3% 





Table 4. Gray Iron Foundries’ Major Consuming Industries 





Industry 


Automotive (inc. repl. parts) 

Building and Construction 

Utilities 

Machine Tool 

Agricultural 

Rolling Mill—Steel Plants 

General Machinery 

Household Appliances 

Heating (including domestic, commercial 
& industrial heat treating) 

Petroleum Industry 

Municipal Castings 

Power Transmission 

Electrical Motors & Parts 

Paper Making Machinery 

Material Handling 

Machine Shop (jobbers) 

Textile Machinery 

Chemical 

Stone, Clay, Glass Products 

Hardware 

Electrical (other than motors) 

Printing Machinery 

Food Machinery 

Mining & Refining of Metals 

Railroads 

Shipbuilding 

Coal & Coke Industry 

Aircraft 

Furniture & Fixtures 

Other U. S. Government 

Office Equipment 

Toy Manufacturers 

Other Classifications 

U. S. Military—End Users (Includes mention 
of work performed during World War II) 


% of Tota! 
1953 Tons 
Consumed 
by Industry 


% by Number Rank by Number 
Foundries Foundries 
Serving Serving 
Industry Industry 


21.79 
31.60 
15.86 
38.26 
31.11 
11.14 
52.30 
13.68 


26.16 
9.54 
8.53 
7.57 
674 
6.72 
6.43 
473 


3.52 
2.43 
1.52 
1.46 
1.37 
1.13 
1.07 


24.70 
14.65 
21.31 
10.77 
16.22 
14.53 
15.74 
32.08 
13.56 
14.29 
11.62 
12.71 
11.86 
11.50 
17.43 
9.20 
11.02 
6.54 
8.96 
7.75 
496 
4.96 
2.78 


6.90 





in the three mechanization categories 
ind the proportion of the tonnage they 


Phe 


howevet 


latter correlation doesn't 
ind 500 


produce 
hold 


999 employee 


in the 300.499 


brackets 


Special facilities of the 826 foundries 


show that the following are available 


at the percentage of foundries indi 


cated 
Centrifugal Casting 
Permanent Mold Casting 
Shell Mold Casting 
Pattern Shop 


! Oy! 
250°) 
O6.0>° 
commercial 
sales) 24.70° 
Pattern Shop repait nal 
maintenance) 66.71% 
Heat Treating 21.45 
Laboratory 24.82°, 


Machine Sho; 17.22 


Molding facilities are shown in Table 


; number of found 


} which indicates the 
by employees 
floor 
ind stripper 


mes in the various size 
groups that have equipment for 
squeezer, bench, rollover 
molding. Of 824 


g°9 


foundries 


make 


re porting 


76 o1 per cent molds by all 


five methods 


Melting units used were reported by 
ill 826 foundries 

No 

BOA 97.5 
Electric Furnace 1s 5 
Air Furnaces 1% 18 
Other »? 9 7 


( upol is 


Iron compositions available from the 


826 foundries were reported under 


Straight wray 
lloy 


three categorics ion up 


to 5 per cent over 3 per cent 


breakdown by melting 
Many found 


ries reported using two or more ivy 


illoy—with a 


unit under each category 


of units, thus the overlapping 


Srraicnr Gray Iron, 77% or 94 pe 


clectriu 
19 have 


cent 702 have cupolas 19 have 


furnaces, 13 have air furnaces 


other units 


; 


ALLOY 


have 


} PER CENT [Rons, 42 


Ss of ) 


per cent il) cupolas MM) have 


furnace have aw fur 


] , have 
COVER 


clectru rite 


other units 
ALLOY 
128 have cupolas, 26 have 


five 


unit 


> PER CENT TRons, 165 oF 


”) 
per ce nit 
hav ur furnace 


clectric furnaces 


ix have other 


Major markets that absorbed 83 per 


cent of the tonnage of the 826 report 


lable 4 


Indicated are the proportion of the ton 


ing foundries are shown in 


consumed by the various market 


incl the 


nage 
ranking of these markets b 


number of foundries them 


Table 4 


the lonnage 


sTVing 


shows that over a quarter of 


went inte automotive pro 


duction and that over a filth of the 


foundrie rrpcacle castitwy 
Although only a 
rhage 


half of 


chine ry casting 


piiteorrpetive 
sixteenth of the ton 
went into general machinery 


the 


ovet 


foundric produced ma 
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FEF to Link Education and Casting Sales 


The eighth annual College-Industry 
Conference of the Foundry Educational 
Foundation will be held on March 9 and 10 
at the Hotel Cleveland, Cleveland, Ohio. 

Conference theme, the role of engineer- 
ing education in the sales and market 
areas of the cast metals industry, will be 
discussed by a panel of foundrymen on 
the second day of conference—-Industry 
Day. 

Featured the first day—-University Day 

will be descriptions by faculty mem- 
bers of developments in course material, 
laboratories, and instructional techniques. 
The annual meeting of the Foundation 
will also be held the first day. 


University Day 
WEDNESDAY, MARCH 9 


Chairman E. C. Hoenicke, 
Eaton Mfg. Co., Fdy. Div., 
Detroit. 


8:30 am. .REGISTRATION. Assembly 
Room, “A” Mezzanine. 

9.00 am. .COMMITTEE MEETINGS. 

Board of Trustees (1954-55). 

Industry Advisory Committee Chair- 
men. 

University Advisory Committee. 

Technical Advisory Committee. 

10:30 am, . ADDRESS OF WELCOME, 
Thomas Kaveny, Jr.. Herman Pneu- 
matic Machine Co., Pittsburgh, Pa. 

10:45 am. . Keynote Appress. “Molding 
Your Future,” J. H. Smith, Central 
Foundry Div., General Motors Corp., 
Saginaw, Mich. 

11:15 am..“A Classroom Presentation 
of an Industrial Process,” Harold A. 
Montgomery, Purdue University. 

12:00 noon, . LUNCH, 

1:00 pm. .“New Curricula in Metallur- 
fical and Mechanical Engineering at 
Michigan State College,” Dr. Austen 
J. Smith, Michigan State College. 

“The Foundry Laboratory for Process 
Control, Time Study, and Methods 
Evaluation,” Dr. D. C. Williams, 
Ohio State University. 

“Industrial Research as a Tool in 
Foundry Education,” Asst. Prof. 
Clyde M. Adams, Jr., Massachusetts 
Institute of Technology. 

“College Training and Industry Needs 
for Engineers,” Dr. L. F. Mondolfo, 
Illinois Institute of Technology. 
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“Future Direction of Foundry Educa- 
tion at Case,” Assoc. Prof. J. F. Wal- 
lace, Case Institute of Technology. 

“Statistical Inference as a Basic Disci- 
pline in Industrial Engineering Cur- 
riculum at Penn State,” Asst. Prof 
David C. Ekey, Pennsylvania State 
University. 

3:00 pm. . ANNUAL MEETING. 

Report of President Thomas Kaveny, 
Jr. 

Report of Secretary-Treasurer E. M. 
Knapp, Ferro Machine & Foundry, 
Inc., Cleveland. 

Report of Nominating Committee 
Chairman Stowell C. Wasson, Na- 
tional Malleable & Steel Castings 
Co., Cleveland. 

Election of Trustees. 

4:00 pm. .TRUSTEES MEETING 
56). 
6:00 pm. . RECEPTION. 


(1955 


6:45 pm. . BANQUET. M. J. Allen, Ameri- 
can Steel Foundries, Chicago, presid- 
ing. 

Principal Speaker, Dr. T. Keith Glen- 
nan, Case Institute of Technology 


Industry Day 
THURSDAY, MARCH 10 


Chairman—-Thomas Kaveny, Jr. 

:30 am.. RECOMMENDATION OF COM 
MITTEES. 

University Advisory Committee. 

Technical Advisory Committee. 

Industry Advisory Committee Chair 
men. 

10:00 am..PANEL. “Sales and Market 
Aspects of Engineering Education in 
Cast Metals,” M. 3. Allen, American 
Steel Foundries, chairman; Collins 
L. Carter, Albion Malleable Iron Co., 
Albion, Mich.; R. L. Gilmore, Su- 
perior Steel & Malleable Castings 
Co., Benton Harbor, Mich.; C. H 
Ker, Dalton Foundries, Inc., Warsaw, 
Ind.; R. B. Parker, American Brake 
Shoe Co., New York; and Stowell C 
Wasson. 

12:00 noon. .LUNCH. 

1:00 pm. .“Properly Engineered Cast- 
ings,” W. G. Ferrell, Auto Specialties 
Mfg. Co., Benton Harbor, Mich. 

1:30 pm..Comments by former F.E.F 
scholarship holders: Alton W. Bar 
deen (Case '51) Ohio Brass Co., 
Mansfield, Ohio; and Richard H. 
Dobbins ( Michigan State '51) Albion 
Malleable Iron Co. 

2:00 pm. .“The Future and the Foundry 
Educational Foundation,” E. C. Hoe 
nicke. 

2:30 pm, .CONFERENCE SUMMARY and 
RECOMMENDATIONS, Prof. E. R 
Shorey, University of Wisconsin 


Cornell University F.E.F. Advisory Committee 


Cornell F.E.F. Advisory Committee at a recent meeting at Ithaca, N. Y., front row, left to right 
M. L. Harper, Cornell University; M. S. Burton, Cornell University; R. P. Brewer, Symington Gould 


Corp.; F.E.F. President Thomas Kaveny, Jr., Herman Pneumatic Machine Co.; 


F.E.F. Executive 


Director E. J. Walsh, and R. W. Crannell, Lehigh Foundries. Second row, left to right: C. W 


Mason, Cornell University; Keith Williams, Pratt & Letchworth Co.; 
Corp.; 0. J. Joyce, Cornell University; G. F. Hodgson, Doehler-Jarvis Div., 


A. C. Ross, Worthington 
National Lead Co., 


and G. S$. Diamond, Electro Refractories & Abrasives Corp. Top row, left to right: A. B. Norton, 
Aluminum Co. of America; Robert Minnear, Ingersoll-Rand; Thomas Walker, U. S. Pipe & Foundry 
Co.; Hamilton Garnsey, Goulds Pumps; D. J. Merwin, Oriskany Malleable tron Co., and A. F 


Crone, Acme Steel & Malleable tron Works. 





Shrink steals strength — and profits 


—- RADIOGRAPHY 
points the way to avoid it 


Tuis steel fork lever was designed 
to take a specific load. Would it 
hold up? Not if shrinkage had 
robbed its strength. 

But here is where radiography 
came in with double-barreled effect. 
First the radiographs which were 
made showed the foundryman that 


EASTMAN KODAK COMPANY, X-RAY DIVISION, 


internal shrinkage was present. Then 
the radiographs disclosed a recur 
ring pattern of these defects, thus 
suggesting a change in molding 
which greatly reduced the difficulty 
This is typical of the ways radi 
ography helps the foundryman make 
sure only satisfactory work is de 


Radiography 


— another important example 
of Photography at Work 


For more data, circle No. 76 on postage-free Reader Service card on p. 17 or 18 


livered and so builds a reputation 


for high quality castings 


If you'd like to know how it can 
improve your own operations, talk 
it over with your x-ray dealer. Or 
if you like, write us for a free copy of 


. Radiography as a Foundry Tool 


ROCHESTER 4, N.Y. 


y? 
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ELECTROLYTIC MANGANESE 


99.9% PURE 


Now available from ELECTROMET in tonnage 
quantities. For all uses where a high purity 
manganese is required, including: 


. Low-Carbon Stainless Steels 


. High-Temperature Alloys 
. Non-Ferrous Alloys 
. Klectrical Resistance Alloys 


Electrolytic manganese is now being produced Additional information about electrolytic man- 
in tonnage quantities at ELecrromet’s new Mari- ganese and other ELectromet ferro-alloys and 
etta, Ohio, plant. Etecrromet’s new manufac- metals will be gladly furnished on request. The 
turing process produces manganese of very high ELECTROMET office in your area will be pleased 


purity with 99.9 per cent minimum manganese. to answer your inquiry. 


The term ‘Electromet’’ is a registered trade-mark of Union Carbide and Carbon Corporation. 





ELECTRO METALLURGICAL COMPANY 
A Division of Union Carbide and Carbon Corporation actromet 
30 East 42nd Street UCC) New York 17. N. Y. 
of Umen On So Canada Limited, Welland, Ontario Ferro-Alloys and Metals 
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Pig Iron Specifications 


Based on Stee! Products Manval, Section |, of the Americon iron Fl Phosphorus 6.300 to 06500 (Table 7), Fh Phosphorus Table 8 . . Foundry—Northern, High Phosphorus Iron 

& Steel institute. Second half will appear in the March issue 0.501 to 0.700 (Table 8), and Fs Phosphorus 0.700 to 6.900 (Ta- 
ble 9) in combination with iron and steel scrap and alloying Grede Composition, per cent 

Prefix Letter Designations. For convenience of reference elements are used for making iron castings by a remelting Designation 

herein, a prefix letter is used which designates grades in order process in a very wide range of types and sizes. For example 

of increasing phosphorus content, as follows 





S. Mox P 


z 
2 


700 
700 
700 
700 
700 
700 
700 
700 


castings requiring density of graip and good strength for Fh 175063 1.75 mox. 0.05 0.501 
stean i hvdraulic cy! > tools, dies, and similar Fh 188063 76, 2.00 0.05 0.501 
01, 2.25 0.05 0.501 
26, 2.50 0.05 0.501 


1 
Code Designation Phospi 2 
2 
Foundry—Northern, low phosphorus 300 to 0.500 to be machined, and light thin castings such as stove plat Fh 263063 2.51/2.75 0.05 0.501 
2 
3 
3 


uses; chilled castings such 3 t heavy castings not to be Fh 213063 


Basic—Northern 0.400 max machined; miscellaneous light and heavy castings which are Fh 238063 


Foundry—Northern, high phosphorus 0.501 to 0.700 radiator castings, p Fh 288063 76/3.00 0.05 0.501 
Foundry—Southern 0.700 to 0.900 i i n desired com Fh 313063 01/3.25 0.05 0.501 


Basic—Southern 1.700 to 0.900 position in finished castings is common practice Fh 338063 26, 3.50 0.05 0.501 


oooooocqo 9 
oooocococococo 


Silvery 0.300 max. 
Fh 175088s 


Table 7 . . Foundry—Northern, Low Phosphorus Iron 188088 
213088 


75 mox. 0.05 0.501 


0.700 
76, 2.00 0.05 0.501, 0.700 
0 


B Phosphorus 6.400 (Table 5), Maximum, « Bs Phos- 
phorus 0.700 to 0.900 (Table 6) are used in m steel by the 


by a low 


01/2.25 0.05 0.501 
Grode Composition, per cent 238088 26 2.50 0.05 0.501, 0.700 


1 
4 
2 700 
2 

Designetion 263088 2.51/2.75 0.05 0.501/0.700 
2 
3. 
3. 





Bes class. Phosphor be largely 288088 76, 3.00 0.05 0.501, 0.700 


open hearth process of steelmaking 175063s 0.05 313088 
26, 3.50 0.05 0.501 / 0.700 


made in the n districts differs in phosph 188063 0.05 
vtent from that made in the northern districts 213063 0.05 


338088 


because of natural differences in available raw materials 238063 0.05 
263063 : 0.05 


Table 5 . . Basic—Northern Iron 288063 0.05 
313063 \ 0.05 
Grode Composition, per cent 338063 ' 0.05 


175113s 1.75 mox. 0.05 0.501/ 0.700 
188113 1.76, 2.00 0.05 0.501 / 0.700 
213113 2.01, 2.25 0.05 0.501/0.700 
238113 2.26; 2.50 0.05 0.501 /0.700 
263113 2.51/ 2.75 0.05 0.501, 0.700 
, 288113 2.76/ 3.00 0.05 0.501, 0.700 
Designation Si S Mox. P Max. 175088s . 0.05 ‘ 313113 3.01/3.25 0.05 0.501/0.700 


188088 0.05 , 338113 3.26, 3.50 0.05 0.501, 0.700 
B 100125sm 1.00 mox. 0.05 0.400 213088 0.05 


B113125m 1.01/1.25 0.05 0.400 
B 138125m 1.26/1.50 0.05 0.400 238088 0.88 ; Table 9 . . Foundry—Southern Iron 





eossoso0°0 





263088 : 0.05 
3 100175sm 1.00 mox. 0.05 0.400 288088 0.05 
B113175m 1.01/1.25 0.05 0.400 i 313088 0.05 ; 
8B 138175m 1.26/1.50 0.05 0.400 338088 0.05 ; Designotion Si S Mox. P 





Grade Composition, per cent 





Table 6 . . Basic—Southern Iron 175113s 0.05 . Fs 175063 1.75 mex. 0.05 

188113 : 0.05 Fs 188063 1.76/2.00 0.05 
Compenition, por cont 213113 0.05 Fs 213063 2.01/2.25 0.05 
238113 0.05 : Fs 238063 2.26/2.50 0.05 
263113 0.05 Fs 263063 2.51/2.75 0.05 
Bs 100058sm 1.00 max. 0.05 0.700/0.900 0.40/0.75 288113 0.05 : . Fs 288063 2.76/3.00 0.05 
Bs113058m = =—-:1.01/1.25 0.05 0.700/0.900 0.40/0.75 313113 0.05 . . Fs 313063 3.01/3.25 0.05 
Bs 138058m = =—-:1.26/1.50 0.05 0.700/0.900 0.40/0.75 338113 0.05 1 Fs 338063 3.26/3.50 0.05 





Grode 
Designation Si S Mox. P Ma 
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Look! Here's an old 
Sterling Style “E"’ 
Flask — a veteran 


of 35 years' service 


No...the Whole Truth 
is NOT in the Holes! 


It’s that rugged reinforcing rib that adds 
such long life to Sterling Foundry Flasks. 
In spite of 35 years’ service, the old flask 
shown here could be used if necessary. 
Even though holes are worn through the 
sides, those reinforcing ribs still hold the 
flask rigidly intact. You wouldn't expect 
to use a flask in that condition, but this 
exclusive Sterling feature emphasizes the 
superiority that has made Sterlings the 


No, 1 Foundry Flasks all over the world. 


oferlins odaliaccainiasiiite COMPANY 
= 


Main office and plant * MILWAUKEE 14, WIS., U.S.A. 
Branches and Dealers in Principal Cities 


am ERV/ Subsidiary Company: STERLING FOUNDRY SPECIALTIES LTD. 
WORLD W\0 sou ‘. 


LONDON © BEDFORD © JARROW-on-TYNE, Engliend 
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(Advertisement) 


EQUIPMENT 
IN THE 


NEWS 


A NEW HIGH SPEED TRUNNION-TYPE 
ROL-A-COR will speed rollover, draw, and 
other handling of production and semi-pro- 
duction cores. Used here in conjunction with a 
Champion CB-18 dual-head Blomatic Core 
Blower, the TR Rol-A-Cor handles two different 
boxes blown under two magazines on the 
blower. The total time cycle for clamping, 
blowing, unclamping, indexing, rollover, draw, 
and elevation of core to handling height is 
only 15 seconds. For full data write to Beardsley 
& Piper, 2424 N. Cicero Ave., Chicago 39, lil 


MORE EFFECTIVE SAND CONDITIONING for the small foundry 
is now available at a cost well within even the most moderate 
budget. Reports on the new low priced Magnarator, which offers 
convenient hopper loading, magnetic separation, thorough screen- 
ing and full aeration, indicate that up to 20 tons an hour can be 
handled by this portable machine. Beardsley & Piper, 2424 N. 
Cicero Ave., Chicago 39, Iil., will provide full details. 
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REALLY PORTABLE MULLING EQUIPMENT offers the foundry 
core room maximum flexibility at great savings. The Krause Foundry 
Co. uses their Mulbaro with four mulling borrows. The sand is 
loaded only once—when it is put into the barrows—and is mulled, 
delivered, and used from the same barrows. The mulling mechanism 
is utilized more fully with no time lost for sand handling. Get all the 
facts from Beardsley & Piper, 2424 N. Cicero Ave., Chicago 39, Iil 


For more facts, circ'e No. 67 on postage-free Reader Service card on p. 17 or 18 











SMALL FOUNDRIES TOO can get all of the advantages of fully 
mulled and conditioned molding sand. This small, extremely compact 
Speedmullor-Preparator Unit is ideal for the small shop that needs 
complete sand preparation and resultant quality control. Six dif 
ferent low-cost units with capacities of from 7 to 70 tons per hour 
are available. Send for all of the facts: Beardsley & Piper, 2424 N 
Cicero Ave., Chicago 39, lil 


80% OF BELOIT FOUNDRY’S DOUBLED TONNAGE is rammed 
by this Motive Speedslinger in a bay only 30 feet wide. Before its 
installation the foundry produced a little over 30 tons daily. After 
the Speedslinger was placed in operation this daily tonnage was 


(Advertisement) 


JOBBING FOUNDRIES HAVE A PROBLEM in handling a variety 
of short-run patterns. At Beloit Foundry much of this work is effec 
tively handled on a J&J Jolt Rol-A-Draw. Pattern change time is 
minimized and machine handling of medium and medium-large 
flasks greatly reduces the load on cranes. The new J&J Rol-A-Draws 
feature automatic air clamping of pattern boards. Beardsley & Piper 


2424 N. Cicero Ave., Chicago 39, Ill., will provide full data 





boosted to 60. Not only that, but the foundry gets better results 
and can handle a wider range of large patterns. The slinger gives 
the foundry better control and uniformity too. Write now for full 
information: Beardsley & Piper, 2424 N. Cicero Ave., Chicago 39, lil 
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C. E. Hoyt, Longtime AFS§ Official, Dies 


RLES EDGAR HOYT, 85, retired 

executive vice-president of the Ameri- 

can Foundrymen’s Society and dean of in- 

dustrial exhibit managers, died Saturday, 

January 29, at MacNeal Memorial Hos- 

pital in Oak Park, Ill., following a heart 
attack earlier in his home. 

Born June 5, 1869, in Wayland, Mich., 
he came from a family of foundrymen, his 
father and three uncles having learned the 
molding trade when a seven-year appren- 
ticeship was required. During vacations he 
worked in the foundry and on finishing 
school he was associated for a time with 
his father in operating a foundry and ma- 
chine shop. 

Later he accepted a position with Mich- 
igan Btate College, Lansing, where he was 
in charge of pattern shop and foundry 
work for 3442 years. Resigning in 1899, he 
joined the engineering faculty of Lewis 
Institute (now part of Illinois Institute of 
Technology), Chicago, where he was the 
first instructor in foundry practice. 

On locating in Chicago, “Charlie” or 
“Ed,” as he eventually became known to 
hundreds of foundrymen, foundry equip- 
ment manufacturers and suppliers, and 
trade and technica! organization officials, 
took an active part in foundry association 
work, In 1907 and again in 1908, as secre- 
tary-treasurer of the Chicago Foundry 
Foremen’s Association (later the Chicago 
Foundrymen’s Club and now the Chicago 


Chapter of AFS), he staged two-day con- 
ventions and exhibits at Lewis Institute 
which attracted national foundry industry 
attention. 


As a result, he was elected secretary- 
treasurer of the Associated Foundry Fore- 
men of America at the 1908 convention of 
AFS. In 1909 he was named secretary of 
the Foundry Supply Association, continu- 
ing as secretary and manager of exhibits 
of this association, and its successor, the 
Foundry & Machine Exhibition Co., until 
1916 vehen the exhibits were taken over 
by AFS and he was made manager. 


When AFS established a War Service 
office in Washington during World War I 
in response to a government request, he 
was placed in charge, only then resigning 
from the faculty at Lewis Institute where 
he had continued to serve during his 
earlier years of association activities. 

In 1918 he was elected secretary-treas- 
urer of AFS, in 1926 he was made exec 
utive secretary, treasurer, and manager 
of exhibits, and in 1937 his title became 
executive vice-president and manager of 
exhibits. At his own request, he was re- 
lieved of the executive vice-president’s 
post in 1941 to devote his talents exclu- 
sively to organizing conventions and ex- 
hibits of AFS. In recognition of his out- 
standing service to the Society and the 
foundry industry, he was awarded the 
Joseph S. Seaman Gold Medal of AFS 
in 1941. 

When the first meeting of record of the 
AFS Alumni Group was held in 1916, he 
was present, and in 1942 when a formal 
organization of “official family” members 
was proposed, he was named secretary, 
continuing in this post until his death 
although he officially retired in 1946. 

In 1953, he married Jennie Reininga 
who survives him. They were associated 
in foundry organization activities from 
1911 to 1946 when Mrs. Hoyt left the 
American Foundrymen’s Society as as- 
sistant secretary-treasurer. 





March 


8-10. . instrument Society 

of America 
Hote) William Penn, Pittsburgh. Fifth 
Annual “Instrumentation in the Iron 
and Steel Industry” Conference. 
9-10. . Foundry Educational 


Foundation 
Hotel Cleveland, Cleveland. College- 
Industry Conference. 
14-15 . . Steel Founders’ Society 
America 


of 
Drake Hotel, Chicago. Annual Meet- 


ing. 
14-18 . . American Society of Tool 


een 

Shrine Auditorium, Los Angeles. 
First Western Industrial Exposition. 
25-26 . . California Regional 


Foundry Conference 
Huntington Hotel, Pasadena, Calif. 
Sponsored by AFS Northern Cali- 
fornia and Southern California 
Chapters. 
28-Apr.1..American Society for 


Metals 

Pan-Pacific Auditorium, Los An- 
geles. Ninth Western Metal Con- 
gress and Western Metal Exposition. 
April 

7-8. .Malleable Founders’ Society 
Edgewater Beach Hotel, Chicago. 
Market Development Conference. 
15... Foundry Equipment Manufac- 

turers Association 





Calendar of Future Meetings and Exhibits 


Shearton-Carlton Hotel, Washington, 

D. C. Spring Meeting. 

18-19. . Third National Air 
Pollution Symposium 

Pasadena, Calif. 


May 


6. .American Association of Spec- 
trographers 

Chicago. Sixth Annual Conference. 

10-12. . Metal Powder Association 

Bellevue-Stratford Hotel, Philadel- 

phia. Metal Powder Show and 11th 

Annual Meeting. 

16-20. .Sixth National Materials 
Handling Exposition 
International Amphitheater, Chicago. 

20-21 . . Non-Ferrous Founders’ 
Society 

Congress Hotel, 

Annual Meeting. 

22-26 . . Air Pollution Control 
Association 

Detroit. Forty-eighth Annual Meet- 

ing. 

23-27 .. American Foundrymen's 
Society 

Houston, Texas. 59th Annual Con- 

vention. Non-Exhibit. 

31-June 3. . Design Engineering 


Chicago. Twelfth 


Show 
Convention Hall, Philadelphia. 


June 
8-10. . American Welding Society 
Municipal Auditorium, Kansas City. 


Third Annual Welding Show. 

15-17 .. American Society of Train- 
ing Directors 

Ambassador Hotel, Los Angeles. An- 

nual Convention. 

16-18. .Malleable Founders’ Society 

The Greenbrier, White Sulphur 

Springs, W. Va. Annual Meeting. 

20-26 . . international Foundry 
Congress 

London, England. Host: The Institute 

of British Foundrymen. 


September 

12-16 . . instrument Society of 
America 

Shrine Exposition Hall, Los Angeles. 

10th Annual Conference and Exhibit. 


October 


19-21 . . Gray Iron Founders’ Society 

Hotel Schroeder, Milwaukee. 

Twenty-seventh Annual Meeting. 

20-21 .. Missouri Valley Regional 
Conference 

Missouri School of Mines, Rolla. 

24-25 .. Steel Founders’ Society of 
America 

The Greenbrier, White Sulphur 

Springs, West Virginia. Fall Meeting. 


November 

14-17 . . Second International Auto- 
mation Exposition 

Navy Pier, Chicago. 
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| from the very begin- 
ning of induction heating and melting is at 
your disposal when you call on Ajax. 
It is leadership which began 38 
years ago with the company’s intro- 
duction of the first high frequency furnace 


for industrial use. Since then: 


@ Melting . . . forging... 

surface hardening (exploited under Ajax 
license) . . . vacuum melting . . . making, 
sintering and hot pressing carbides . . . 
graphitizing . . . and countless other low, 
dual and high frequency applications . . . 


all were Ajax firsts. 


@ Practically every new alloy has been 
developed in an AJAX-NORTHRUP furnace. 


@ Scores of large industries have grown 
around the nucleus of a simple 
AJAX-NORTHRUP laboratory installation. 


@ More kilowatts of AJAX-NORTHRUP 
induction equipment, both converter and 
motor-generator types, are in use throughout 
the world than any other. 

Ajax engineers can show 
you how this experience, which has 
maintained leadership over the years, 
can bring you important day-to-day 
benefits . . . in even your toughest 
heating or melting application. 


Telephone or write today. 


a 


is f 
\NORTHRUP, SINCE 1916 
- ¥ 


INDUCTION HEATING-MELTING 


AJAX ELECTROTHERMIC CORPORATION® TRENTON 5, NEW JERSEY 


ASSOCIATED COMPANIES, AJAX ELECTRIC FURNACE CORPORATION «+ AJAX ELECTRIC COMPANY «+ AJAX ENGINEERING CORPORATION 
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Foundry Tradenews 


Managements of the Gardner-Denver Co., 
Quincy, ll, and of the Keller Tool Co., 
Grand Haven, Mich., have announced that 
the stockholders of both companies have 
approved a consolidation. Keller Tool Co, 
now becomes the Keller Tool Div., Gard- 
ner-Denver Co. and will continue opera- 
tions under the former Keller manage- 
ment. 


Pittsburgh Coke & Chemical Co. has re- 
lighted its “A” Blast Furnace at Neville 
Island, Pa., due to increased demand for 
merchant pig iron. This furnace has been 
idle since April of last year, This increased 
demand stems mainly from foundries pro- 
ducing ingot molds, agricultural and auto- 
motive castings. 


Ottawa Silica Co. has, through a subsid- 
iary, Standard Silica Co., acquired all of 
the physical assets of Standard Silica 
Corp. Standard Silica Co. will operate 
as a wholly owned subsidiary of Ottawa 
Silica Co. 

The Chemicals Div. of Kelser Aluminum 
& Chemical Corp. will build a $4,000,000 
plant to produce basic refractories at Co- 
lumbiana, Ohio. Besides substantially 
increasing their capacity to produce basic 
brick and ramming mixes, the new plant 
is expected to enable the Chemicals Div. 
to give better service to steel producers 
and other industries throughout the East 
and Middle West. 


The entry of mass-produced American 
built shell molding equipment into the 
European market was announced by Shal- 
co Engineering Corp., of a new European 
sales and service company. They an- 
nounced the formation of Shallway Inter- 


Pangborn Quarter 


national Corp., with rights to the sales 
and service of Shalco shell molding ma- 
chines, Shalco shell core machines, and 
certain other items of Shalco shell mold- 
ing equipment accessories. 


Lehigh Foundries, inc., Easton, Pa., has 
changed its corporate name to Lehigh, 
inc. in order to better represent the diver- 
sification of products made by Lehigh, 
Inc., and its wholly owned subsidiaries. 


Mercast Corporation, New York, has pur- 
chased the entire stock interest held by 
National Bronze & Aluminum Foundry Co., 
Cleveland, in one of its licensees, the 
Alloy Precision Castings Co., Cleveland. 
Mercast is an affiliate of the Atlas Corp 


Whirl-Air-Flow Corp., recently organized 
by John W. Cleveland, Raymond G. 
Pence, and George W. Anselman, to man- 
ufacture and sell pneumatic sand convey- 
ors, is located at 4937 West Fullerton 
Ave., Chicago 39. 


Grindle Corp. has recently expanded op- 
erations at their new location at 15405 
Park Avenue, Harvey, III. 


industrial Crane & Hoist Corp., manufac- 
turers of overhead cranes, jib cranes and 
monorail systems, has occupied new en- 
larged office and plant facilities at 1536 
South Pauline St., Chicago 8. 


Engineering, manufacturing, and sales of 
Cottrell electrical precipitators, until now 
divisional activities of Research Corp., a 
non-profit foundation, have been taken 
over by a new wholly-owned subsidiary, 
Research-Cottrell, inc., it was announced 
by Joseph W. Barker, chairman of the 
parent organization. Dr. Barker, who is 


Century Club Meets 


RTER CENTURY CLUB 


Pangborn's Fourth Annual Banquet of the Quarter Century Club was held at the Alexander Hotel, 
Hagerstown, Md. Eighteen new members were welcomed to the club. New members include: Oscar 
H. Butts, Robert V. Delaney, Robert E. Donnelly, Adnah |. Gruber, Charles M. Hartman, George G. 
Hoffman, John R, Hyssong, Wallace F. Jones, John E. Keplinger, Alvey |. Kinsey, Walter S. Miller, 
George J. Reichert, Ralph D. Ridgley, Bruce T. Rinehart, Arthur C. Shearer, Sr., Richard H. Smith, 


Raiph M. Trent and Leonard W. Unger. 
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also president of Research Corp., has been 
elected chairman of Research-Cottrell, 
Inc. Howard Coonley, vice-president of 
Research Corp., is vice-chairman of the 
subsidiary company 


Saginaw Division, Eaton Manufacturing 
Co., Cleveland, began revamping opera- 
tions not long ago. The building will be 
approximately 15,000 square feet and 
will house many new pieces of equipment 
A 4,500 Ib load electro-furnace will re 
place one of the present 900 Ib furnaces 
New lunch rooms and showers will be in 
stalled, and a bridge-like mono rail will 
be erected over the furnaces for easier 
handling of charge material and molten 
metal. The floor plan will be completely 
reorganized for better handling of sand 
and castings. 


The National Safety Council recently 
presented the Garrett Corporation's Ai- 
Research Manufacturing Div., Los Angeles, 
with their Award of Honor, highest rec 
ognition obtainable for an outstanding 
safety record in industry. To win the top 
award, AiResearch employees worked 
3,300,140 man-hours without a lost-time 
injury during the four-month period from 
April 14 to August 16, 1954, well over the 
3,000,000 man-hours needed to qualify 
It was the second time this year that 
AiResearch topped this mark 


South Chester Tube Co., Chester, Pa., an- 
nounced the purchase of Dedge Steel Co., 
Tacony, Philadelphia, Pa, The newly ac 
quired firm will be operated as a separate 
and wholly owned subsidiary. Its products 
range from intricate machinery and equip 
ment parts to specially designed pressure 
units for valves, pumps, and turbines 


Ohio Tramrail Systems will have thorough 
coverage to service material handling ac 
counts in the Central States area as result 
of four recent distributor appointments, 
it was announced by Forker Corp., Cleve 
land. American Equipment Co., Inc., Mil 
waukee, will represent the 
handling system in the Wisconsin area 
E. I. Knorring & Co., Chicago, will service 
Chicago and surrounding cities. fred 
Thrasher Co., Jackson, Miss., will handle 
Mississippi's industrial areas, and Urban 
M. Lodge, Denver, will cover the Rocky 
Mountain area. 


overhead 


Battelle Memorial institute, Columbus, 
Ohio, has published a new bulletin, “Bat 
telle Research ... How It Can Help You 
Solve Technical Problems.” 


Alr Reduction Co., inc., New York, N. Y., 
has recently published “Facts About Air 
Reduction” which describes generally the 
products and services of the various di 
visions of the company 


Callander Foundry & Manufacturing Co., 
itd., has changed its name to Rockwell 
Manufacturing Co. of Canada itd., 100 
Crimea St., P. O. Box 420, Guelph, 
Ontario, Canada. 


Dewey Pattern Co. has moved to a newer 
and larger plant at 2512 Albion St. The 
new location was purchased to provide 
added space and modern facilities for ex 
panded operations. The firm can now 
handle pattern jobs of any size and will 
be able to do extensive experimental and 
tryout work. 








Baird Associates Presents... 


Quality Control On The Production Floor 


With the new Baird Spectromet*, spectrochemical analysis is possible directly on 
the floor of the foundry and in the meltshop. Thirty to forty seconds after the 
sample is burned, the concentrations of six elements in the sample are read 
from indicators located on the face of Spectromet*. The indicator readings can be 
easily and rapidly translated into accurate corrections in the melt and give 
constant control of the contents of the melt. 
The speed of the instrument's operation permits as many as 180 determinations 
per hour providing practical analytical data at low cost per sample. 
Sealed optical and electronic compartments provide a built-in 
laboratory environment. Maintenance is reduced to a minimum. 
For more information why Spectromet* can help serve your 
analytical needs, write for free technical Bulletin #42. 


Visit Booth 25, 26, 27 
Pittsburgh Analytical Exposition 


March 1-4, 1955 Baird Associates, [nc. 


33 University Road - Cambridge 38, Mass. 
*Trade Mark 
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Hold California Regional March 25-26 


The California Regional Foundry Con- 
ference, sponsored by the Northern Cali- 
fornia and Southern California AFS 
Chapters, will be held at the Huntington 
Hotel, Pasadena, Cal., March 25 and 26. 
The conference will treat ferrous and non- 
ferrous interests simultaneously with two 
papers each, on iron, steel, bronze, and 
aluminum foundry practices. In addition 
there will be two sessions of general inter- 
est to all foundrymen, Also scheduled is 
a program for the ladies. 

Conference general chairman is Wil- 
liam C. Baud, Mechanical Foundries Div., 
Food Machinery Co., Los Angeles. Ad- 
vance registration can be made with Mr. 
Baud by writing to Box 58361, Vernon 
Branch, Los Angeles 58. Hotel accommo- 
dations can be arranged at the Hunting- 
ton by writing to Bruce Farrow, Housing 
Chairman, Barker Foundry Supply Co., 
2428 East 52nd St., Los Angeles 58. 

Technical Chairman Otto H. Rosen- 
treter, Otto H. Rosentreter Co., South 
Gate, Cal., has set up the following pro- 
gram: 


FRIDAY, MARCH 25 


9:00 am .. REGISTRATION. 
11:30 am.. LUNCHEON, Speakers: 
Charles R, Gregg, Gregg Iron Found- 
ry, El Monte, Cal. and Herbert F. 
Scobie, Editor, AMERICAN FouUND- 
RYMAN. 
10:00 am, . SECTIONAL MEETIGNS. 
Iron... “Improved Methods in Foundry 
Practice,” Harry H. Kessler, Sorbo- 
Mat Process Engineers, St. Louis. 
Bronze..“Major Factors Influencing 
Quality of Aluminum and Copper 
Base Alloys,’ Donald L. LaVelle, 


Safety Certificate 


Federated Metals Div., American 
Smelting & Refining Co., South 
Plainfield, N. J. 

3:00 pm... SECTIONAL MEETINGS. 

Steel .. “Scientific Approach to Feed- 
ing Castings,’ Malcolm MacGregor, 
General Metals Corp., Oakland, Cal. 

Aluminum . . “Production of Aluminum 
Alloy Specification Castings,” Roy E. 
Paine, Aluminum Co., of America, 
Los Angeles. 

6:00 pm... FeLLowsnHip Hour. 

7:00 pm .. DINNER. 

8:30 pm.."‘New Developments in 
Foundry Welding,” Jonathan Mar- 
den, Eutectic Welding Alloys Corp., 
New York. 


SATURDAY, MARCH 26 


10:00 am. .SECTIONAL MEETINGS, 

Steel..“Making Steel Castings with 
Sand Reclaimed by the Dry Meth- 
od,” William D. Emmett, Los Ange- 
les Steel Casting Co., Los Angeles. 

Aluminum. .“Popular Aluminum Cast- 
ing Alloys,” John J. Stobie, Jr., Apex 
Smelting Co., Long Beach, Cal. 

12:00 noon ,. LUNCHEON. 

1:30 pm.. SECTIONAL MEETINGS. 

Iron ..“Basic Principles of Sand Con- 
trol,” Harold E. Henderson, H. C. 
Macauley Foundry Co., Berkley, Cal. 

Bronze..“Effective Essentials Re- 
quired to Make Gocd Castings,” W. 
M. Ball, Jr., R. Lavin & Sons, Inc., 
Cincinnati. 

3:00 ..“Gating and Risering of Castings 
as Affected by Exothermic Mate- 
rials,’ Michael Bock, II, Exomet Inc., 
Conneaut, Ohio. 

5:00.. FeLLowsnHip Hour. 


of Award Presented 


M. D. Yatsko, third from left, president of Terre Haute Malleable & Mfg. Corp., Terre Haute, Ind., 
accepting congratulations and certificate of award from the officials of the compensation in- 
surance carrier upon the excellent safety record the firm established during the past 21 months. 
They have operated well over 1,500,000 hours without having suffered one lost time injury. Also 
shown are officials, foremen, safety and union committees. 
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News of 
Technical Committees 


Recent Committee Meetings 


Cast Metals Handbook Revision Com- 
mittee, Detroit, Jan. 12 

Basic Concepts Committee, Sand Div., 
Chicago, Jan. 21 

Heat Transfer Committee, Washington, 
D. C., Jan. 24 

Committee 8-J, Sand Div., Ann Arbor 
and Detroit, Jan, 24-28 

Dust Control & Ventilation Committee, 
AFS Technical Center, Des Plaines, 
Ill, Jan. 25 

Program & Papers Committee, Gray 
Iron Div., Chicago, Jan. 28 

Flowability Committee, Sand Div., Mil- 
waukee, Feb. 9 

Joint Committee on Foundry Vocational 
Training, Educational Div., Cleveland, 
Feb. 14 

Dust Control & Ventilation Committee, 
Louisville, Ky., Mar. 8 

Committee 4-Q, Educational Div., AFS 
Technical Center, Des Plaines, IIl., 
April 5 


Meeting Reports 


Dust Control & Ventilation. AFS Head- 
quarters, Des Plaines, II!., was the location 
of the January 25 meeting. The commit 
tee, under Chairman John G. Liskow, 
American Air Filter Co., Louisville, final- 
ized their program for the Annual AFS 
Convention at Houston May 23-27. 

The use of “wet” water for dust sup- 
pression in certain foundry operations was 
discussed and an author was selected to 
prepare material for inclusion in the forth- 
coming ENGINEERING MANUAL FOR CON- 
TROL OF IN-PLANT ENVIRONMENT OF 
FOUNDRIES. 

Section 1 of this manual, Foundry Hy- 
giene Problems and Introduction to Prin- 
ciples of Foundry Ventilation is in the 
hands of the Steering Committee. 

Section 2, Exhaust Hoods & System 
Design, and Section 3, Practical Design 
of Sand Handling Ventilation Systems, 
are at the publisher and are now avail- 
able. 

The committee reviewed Section 5, 
General Principles of Ventilation for 
Melting ard Pouring Operations, and Sec- 
tion 11, Maintenance and Testing, and 
forwarded them to the Steering Com- 
mittee. 

The committee recommended that in- 
formation on hood designs for shell mold- 
ing operations be incorporated in Section 
4, Sand Preparation, Core Making, and 
Molding. 


Gray Iron Program & Papers. Chairman 
C. K. Donoho, American Cast Iron Pipe 
Co., Birmingham, Ala., presided at the 
January 28 meeting at Hotel Sherman, 
Chicago. The committee approved and 
scheduled papers for the Gray Iron Ses- 
sions of the Houston Convention and 
made arrangements for their round table 
luncheon on Wednesday, May 25. 





SANTOS ANNE AEDOOUTTL SETTLE TTR aaa ' m Tn ERE 


Can You Make Figured Plaque with Smooth Pattern? 


The gray iron plaque shown in 
the illustration was made from a 
perfectly smooth (except for the 
letters) pattern—an 8 x 12-in. 
piece of l4-in. plywood. It was 
cast in the drag and represents 
a unique example of a composite 
green mold made of controlled 
mold materials. 
ed alligator-skin effect is due en 
tirely to the mold materials used. 

How did the casting get that 
way? Before saying “veining” 
keep in mind that while the 
ridges of the irregular design are 
higher than the smooth central 
portion, the depressions are 
lower than the smooth area. 

What is a casting with a surface 


Lhe exaggerat 


DUSTRY 


like this good for? Ornamental 
purposes ... plaques... gang 
ways and stair treads (depth and 
size of depressions can be con 
trolled)? 

For the three best explanations 
of how this casting was made, 


wi 


what mold materials were used, 
and what phenomenon causes the 
unusual surface, plus suggestions 
for applications, AMERICAN 
FOUNDRYMAN will send a copy ol 
the historical DEVELOP 
MENT OF THE Mevat Castincs IN 


classic 


Explanations will be 
published in Letters to the 
Editor. Send explanation to 
Editor, AMERICAN FOUNDRYMAN, 
Golf and Wolf Roads, Des 
Plaines, IIL, to arrive not later 
than April 1. 


M. F. S. Presents Accident Prevention Awards 


H. H. Lloyd, Albion Malleable tron Co., 


Albion, Mich., second from left, presenting Malleable 


Founder's Society Safety Letter awards. Others, left to right, Nathan Soffren, second prize winner; 
J. L. Turpin, first prize winner, and Lawrence Kaelin, third prize winner 


Winners of the Second Safety Letter 
competition were announced at the Mal- 
leable Founders’ Society Semi-Annual 
Meeting, held January 21, at Hotel Cleve- 
land, Cleveland. President Charles E. 
Brust, Eastern Malleable Iron Co., Nau- 
gatuck, Conn., presided and after review- 
ing the Society's current program for the 
first half of his term, introduced sev- 
eral committee chairmen who reviewed 
the details of their activities. 


Winner of the first prize, $100, in the 
Safety Letter competition was James L 
Turpin, National Malleable & Steel Cast- 
ings Co., Indianapolis; second prize of $75 
was awarded to Nathan Saffren, Acme 
Steel & Malleable Iron Works, Buffalo, 
N. Y.; third prize of $50 to Lawrence 
Kaelin, National Malleable & Steel Cast- 
ings Co., Indianapolis, and fourth prize 
of $25 to Wm, B. Sobers, Chain Belt Co., 
Milwaukee. Letters will be published in 


the April issue of AMERICAN FOUNDRY 
MAN. 

Subject of the letters was “Accident 
Prevention.” Of interest in connection 
with the society's safety program is that 
at least four plants went through the year 
1954 without a lost time injury, whereas 
only one plant accomplished that in 1953 

Features of the semi-annual meeting in 
cluded a specially arranged tour of the 
society's laboratory, a display of “human 
relations” material used by member com 
panies, and a round table discussion of 
those attending on the subject “Are We 
Prepared for Competition in 1955?” 


Standard Samples Circular 
Published 


Standacd Samples and Reference 
Standards (Circular 552), contains a de 
scriptive listing of the various Standard 
Samples issued by the National Bureau 
of Standards. A schedule of weights and 
fees, as well as direction for ordering is 
included. Summarized tables of analyses 
are presented, to indicate the type of 
standards of composition presently avail 
able. Current status of the various stand 
ards will be indicated by a mimeographed 
insert. 

Copies of the circular, which contains 
23 pages and costs 25 cents, may be ob 
tained by writing the Government Print 
ing Office, Washington 25, D. C 
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TOLEDO. . Chairman Eggenschwiler extolling some of the AFS publications at the January meet- 


ing. Seated, left to right: W. W. Camp, R. Olson, guest speaker, and V. E. Zang. 


Chapter News 


Never Too Old to Join 


Maybe there will never be an AFS chap- 
ter on Formosa, but at least the Society 
has a foothold there. 

Dr, H. R. Hanley, over 80 years old, 
has just joined AFS, and his membership 
card has been sent to Tianan, Formosa, 
where he has organized a department of 
non-ferrous metallurgy in the University 
of Tiawan. 


Dr. H. 8. Hanley 


Professor emeritus of metallurgical en- 
gineering at Missouri School of Mines, 
Rolla, Dr. Hanley has been in Formosa 
since January 1954. 

Although officially retired, he has con- 
tinued to do some teaching and has carried 
on an extensive research program in var- 
ious fields of metallurgy since his retire- 
ment. 
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Northwestern Pennsylvania 

The January meeting was held at the 
Moose Club, Erie, Pa. Prior to the meet- 
ing the chapter directors held a noonday 
meeting with AFS General Manager Wm 
W. Maloney, National Director Thomas 
Kaveny, Jr., and Administrative Assistant 
D, J. Hayes, present. 

The general meeting, which was at- 
tended by foundrymen from nearby Con- 
neaut, Ohio and Pittsburgh, Pa. was 
turned over to George L. Hoobler, Inter- 
national Nickel Co., Inc., who spoke on 


“Ductile Iron.”——Roy A. Loder. 


Saginaw Valley 


At the January meeting held in Franken- 
muth, Mich., Chairman W. W. Holden, 
Eaton Mfg. Co., announced that the chap- 
ter was within eight members of reaching 
the membership quota for the current 
year. At this National Officers’ Night 
meeting, Regional Vice-President E. C. 
Hoenicke and National Director Claude 
B. Schneible were introduced and pointed 
out some of the values of AFS member- 
ship from management's standpoint. C. E. 
Nelson, Dow Chemical Co., was intro- 
duced as national director nominee. 

Dr. Richard A. Flinn, Professor of 
metallurgical and production engineering, 
University of Michigan, discussed “Re- 
search in Tomorrow's Foundry Problems,” 
which was a progress report on metallur- 
gical research being carried out at the 
University. He defined three hurdles 
which must be overcome in making the 
castings of the future, melting, solidifica- 
tion and molding. A possible fourth 
hurdle would be the correlation of micro- 
structure to properties, The microbend 


test was presented as a tool to study the 
relation of structure to properties. 

Dr. Flinn also touched briefly on titan- 
iurn castings, high temperature alloys, 
vacuum melting, vacuum fusion analysis, 
tracer techniques with nodular iron to 
determine the role of various elements 
in changing the graphite structure, shrink- 
age and feeding properties of various a! 
loys, and the comparison of surface finish 
and reproducibility of dimensions of shell 
mold castings and castings made by other 
molding methods.—-N. Sheptak 


Western Michigan 


The January meeting, constituting a 
round table discussion, was held at the 
Cottage Inn, Muskegon, Mich. Members 
were divided into two groups, The ferrous 
castings group, directed by A. W. Demm 
ler, Campbell, Wyant & Cannon Foundry 
Co., discussed foundry problems pertinent 
to coke, cupola exhaust content and clean 
ing, boring injection and briquets, basic 
lining, and titanium ore 

A. E. Jacobson, Jr., Grand Haven Brass 
Foundry, directed the non-ferrous cast 
ings group, which discussed problems of 
pattern partings, coatings, and core mak 
ing including the CO’ process. Prior to 
the technical meeting a colored movie of 
last summers picnic was shown 

The chapter's annual Christmas Party 
was held December 10 at the Muskegon 
Country Club, Muskegon, Mich. The af 
fair, a dinner dance for members and their 
ladies, was attended by 100 couples. Gifts 
were presented to all the ladies attending 


W. W. Hicks. 


Quad City 


The January meeting was held at Hotel 
Fort Armstrong, Rock Island, Ill., with 
W. Ellison presiding. Guest speaker, W 
R. Jennings, John Deere Waterloo Tractor 
Works, was introduced by D. E. Gilchrist, 
Deere & Co., technical chairman. Mr 
Jennings spoke on “The Foundryman’s 
Responsibility in Automation.” He em- 
phasized that automation was not con 
ducive to every shop much as complete 
mechanization was not undertaken by 
every shop in the early 1940's. He inter 
preted automation as, “the reduction of 
human labor to reduce human error and 
ultimately produce a more uniform prod- 
uct.” During the discussion it was pointed 
out that mechanization is not in itself 
automation. A jolt-squeeze molding ma 
chine constitutes mechanization but auto- 
matic machines or reduction of human 
handling is automation.—G. F. Thomas 


Michiana 


The January meeting, attended by 100 
members and guests at the Oliver Hotel, 
South Bend, Ind., was a split meeting 

D. La Velle, American Smelting & Re 
fining Co., spoke on Better Aluminum 
Castings at the non-ferrous section. He 
conducted a round table type of discussion 
covering defects in aluminum castings, 
their causes and their remedies 

S. F. Carter, Jr., 
Pipe Co., Birmingham, Ala., spoke on 
Some Factors in Cupola Control at the 
ferrous section. He demonstrated by 
means of graphs and tables of analysis 


American Cast Iron 





the effect of different variables on cupola 
operation, and control of the three main 
carbon absorption, sulphur 
pickup and oxidation loss.—-F. J. Crowley 


reactions 


Central Ohio 


The January meeting was held at Colum- 
bus Ohio, and was a joint meeting be 
tween local chapters of AFS and A.S.M 
Over 100 members and guests attended 
Frank H. Beck, Ohio State University, 
presided 

S. C. Massari, Hansell-Elcock Co., Chi 
cago, was guest speaker and his subject 
was “Recent Developments in the Casting 
Field.” Mr. Massari opened his talk with 
the enumeration of foundry operating 
fundamentals. He stzessed the importance 
on consultation between the foundryman 
and designer to produce better castings 
at a lower cost. The way better castings 
can be made through consultation are 
simplifying molding through nonfunction 
al changes in design, balance of pattern 
cost and molding cost determined by ex 
pected quantity of production, and selec 
tion of proper metal specifications in 
regard to the casting section size 

Recent developments discussed were 
high pressure diaphragm molding, shell 
molding, D process, gating systems, nod- 
ular iron, basic cupola and water cooled 
cupola tuyeres..-Eldon Boner 


Ohio State 


The January meeting of the Ohio State 
University student chapter was held in 
the Industrial Engineering Building on 
the Ohio State University campus. Guests 
at the meeting were R. M. Meyer, Ohio 
Steel Foundry Co., 
Dallas M. Marsh, Cooper-Bessemer Corp., 
Mt. Vernon, Ohio, and Paul E. Eubanks, 
Ohio Steel Foundry Co 

Speaker for the evening was Dwight 
C. Swepston, vice-president of the local 


Springfield, Ohio; 


Junior Chamber of Commerce, who talked 
on the functions and objectives of the 


Jay Cees W. F. Clutton 


Brooklyn Polytechnic 


On December 27 the student chapter of 
Brooklyn Polytechnic Institute visited the 
Mahwah, New Jersey Foundry of Amer- 
ican Brake Shoe Co. R. A. Martinson, 
Morris Ruddick, Ed. Caracciola, and Emil 
Rogner conducted the group on a com 
plete tour of the plant. They visited the 
production, jobbing and experimental 
foundries, and the new foundry and 
metallurgical laboratories where the com 
pany is doing some extensive research in 
the fields of metal casting and powder 
metallurgy. The visit was concluded with 
a dinner at the company’s Otis Cutler 
Club.—-R. A. Mendelow 


Toledo 


Approximately 100 members and guests 
attended the January meeting of the To 
ledo Chapter at the Toledo Yacht Club, 
Toledo, Ohio. The meeting was designated 
as Top Management Night 

Following the supper and introductions, 
chapter chairman C. E. Eggenschwiler 
gave a summary of the work and aims of 
AFS, pointing out to top management the 
values received. V. E. Zang, Unitcast 


CENTRAL NEW YORK Attending the Annyal Christmas Party held at the Onondaga Hote! 
Syracuse, N. Y., from left to right: D. Carter, New York Air Brake Co., Watertown, N. Y.; 
lannetoni, Oberdorfer Foundries, Inc., Syracuse, N. Y.; W. C. Stevenson, Renssealear Valve Co 
Troy, N. Y.; Mistress of Ceremonies; D. C. Brainard, Dayton Oil Co., Syracuse, N. Y., Lb. OD 
Wright, U. $. Radiator Corp., Geneva, N. Y.; J. M. Clifford, Atlas Stee! Castings Co., Buffalo 
N. Y., and L. R. Barnhart, Thomas Foundry, Inc., Syracuse, N. Y 


CENTRAL ILLINOIS Past chairmen of the chapter which were honored at the January meeting, 
tront row, left to right: L. E. Roby, F. W. Shipley, A. Martins, and Z. Madacey. Bock row, left to 
right: G. H. Rockwell, R. E. Dickinson and C. W. Bucklar, Jr. C. Russell and H. Felton were absent 


—_— 


NOBLE YORK, INTERNATIONAL HARVESTER 


CENTRAL INDIANA. At the January meeting standing is F. E. Kurtz, Electric Stee! Castings Ceo 

seated, left to right, Prof. R. Schnidewind, University of Michigan, guest speaker who spoke on 
Gray, Nodular and Malleable iron; Wm. Zunich and James A. Barrett, both of National Mal 
leable & Steel Castings Co. Indianapolis 
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HAROLD WHEELER, SUPERIOR FOUNDRY, INC. 


NORTHEASTERN OHIO. .Group view of members and guests at the Christmas Party, held Decem- 
ber 9 at Hotel Carter, Cleveland. Dinner and floor show were highlights of the program. 


CASTING through — 


1 he, Uncionl R OMANS Ll 


DE BATH TUBS, sUR- ‘4 emae 
PRIGINGLY MWOBERN Nz APPEARANCE, 


» ff A 


ai1atc 











EARLY AS 10@@ AD, cast iron 

“7 60 COMMON IN CHINA 
"i THAT * ‘t was UGED, AMONG OTHER 

is THINGS, FOR ROOFING PAGODAS! 





ron. + aw 


PULLERS AND ANIMAL HAIR, 
SUPPLIED BY TANNERS. 











84 * American Foundryman 


Corp., former chapter chairman and na 
tional director, spoke briefly of the his- 
tory and early activities of the Toledo 
Chapter. 

Technical chairman Wayne W. Camp 
introduced guest speaker Ray Olson, Pro- 
duction Pattern and Foundry Co. and 
Shell Process, Inc., both of Chicopee, 
Mass. Mr. Olson spoke of the values and 
applications of shell molding techniques 
used by his company.—-G. W. Davison 


Central Illinois 


The January meeting was Past Chair 
man’s Night. M. J. Gregory, the only 
member of the chapter who holds an hon 
orary life membership in the American 
Foundrymen’s Society, served as tech- 
nical chairman and _ introduced the 
speaker, Wm. G. Gude, managing editor 
of Foundry magazine, who spoke on 
“What's Ahead in the Foundry Industry”. 
After Mr. Gude’s talk, Mr. Gregory pre 
sented the past chairmen with bronze 
plaques designating their service to the 
chapter. 

The nine past chairmen honored were: 
Ed Roby, Frank Shipley, Al Martins, Zig 
Madacey, George Rockwell, Robert Dick- 
inson, Charles Buckles, Jr., Clayton Rus 
sell and Henry Felton. Messers Russell 
and Felton were unable to attend the 
meeting. 

Herbert F. Scobie, editor of AMERICAN 
FOUNDRYMAN magazine and National Di 
rector C. V. Nass, Pettibone Mulliken 
Corp., came to Peoria to honor the past 
chairmen and participate in the program 
They also attended a board meeting which 
was held prior to the evening program 
C. Turner. 


Eastern New York 


More than 75 members and guests at- 
tended the January meeting at Panetta’s 
Restaurant, Menands, N. Y., to hear Hans 
J. Heine, AFS Technical Director, speak 
on “AFS Research—Your Foundry’s Si 
lent Partner.” 

Mr. Heine stated that to attract more 
business, the foundry industry must make 
more use of new developments and tech- 
nological advances and must employ more 
engineers and metallurgists, Among the 
new tools ignored by foundrymen is stress 
analysis by means of brittle lacquer coat- 
ings. He stated that this technique can 
yield tremendous results at small cost. 
It enables the foundryman to design ad- 
equately and economically; helps him to 
locate areas of maximum stress concentra 
tion, so that he can add or remove metal 
accordingly. 

In the future, he said, the foundry in 
dustry should make wider use of vacuum 
melting to improve properties; high car 
bon coke for cupolas, and carbon dioxide 
baking for cores and molds 

L. J. DiNuzzo 


Central New York 


Ninety-two members attended the Jan- 
uary meeting in the Roof Garden, On- 
ondaga Hotel, Syracuse, N. Y., with 
Joseph A. Gibson, Sweets Foundry, Inc., 
Johnson City, N. Y., presiding. 

John R. Lewis, Titanium Alloy Mfg. 





Div., National Lead Co., was guest speaker 
and his subject was “Zircon and its Use in 
the Foundry.” He discused recommended 
mixtures for green and dry sand cores as 
well as green sand molding. Also recom- 
mended mixing and baking times. He 
cautioned that moisture should be kept 
to minimum, should use dry core boxes 
and tools. The salient features stressed 
were, that it minimizes fusion with molten 
metal, resists metal wetting, prevents 
metal penetration and results in smoother 
casting surfaces. 

Over 250 members and friends attended 
the Annual Christmas Party held in the 
Ballroom of the Onondaga Hotel, on De- 
cember 11.—Bruce R. Artz. 


Timberline 


The January meeting, attended by 34 
members and guests, was held at the Ox- 
ford Hotel Denver, Colo., with chairman 
E. Byron McPherson, Jr., presiding. Vice- 
chairman W. R. Manske, American Man- 
ganese Steel Div., American Brake Shoe 
Co., Denver, Colo., introduced Curtis C. 
Drake, Griffin Wheel Co., Denver, who 
spoke on “Precision Casting” and illus- 
trated his talk with slides. 

Mr. Drake’s talk covered investment 
practice, C process, G process and high 
pressure casting. In particular, he covered 
their new process used locally, whereby 
cast steel wheels are poured by forcing 
liquid metal of .70 to .80 carbon into 
graphite molds. Molds are set on a track 
above the ladle of molten metal and each 
mold in turn is moved up over the ladle, 
sealed and the metal is forced up from 
the bottom into the mold under a pres- 
sure of 30 Ib.—A. D. Neal. 


Philadelphia 


Main speaker at the January meeting 
was J. A. Gitzen, Delta Oil Products Co., 
Milwaukee, and his subject was “History 
of Sand Additives.” There were 121 mem- 
bers and guests present. 

Mr. Gitzen spoke of the various ways 
of ruining the properties which additives 
give sand. Improper mixing of the sand in 
regard to proper mixing sequences, and 
then the drying of the cores. Many cores 
are well made with expensive ingredients, 
and too many times are ruined in the dry- 
ing ovens through temperature controls, 
too short time in the oven, and burning. 
To properly bake a core and insure best 
results, the time cycle should be 12 hr 
per in, of core thickness, with core mix 
at 24% per cent oil. A core with 114 per 
cent oil should be baked approximately 
7 hr per in. to insure a dry core, he said. 

Many foundries use cores not dried 
completely because of the time involved, 
and thereby cause defects which can be 
traced to wet cores. An aid to decrease 
drying time is the use of ammonium ni- 
trate in the core mix. This gives off oxygen 
and speeds up the drying time by helping 
the oil to oxidize more quickly.—Charles 
R. Sweeny. 


Texas 

Twenty-eight members and guests were 
present at the January meeting of the 
San Antonio Section of the Texas Chap- 
ter, A safety film, “If You Bring Your 


ST. LOUIS . . Speakers table at the January meeting, from left to right: AFS National Director 
C. V. Nass, Pettibone Mulliken Corp. and guest speaker; F. J. Boeneker, Bronze Alloys and 
chapter chairman; G. L. Mitsch, A. C. F. industries and chapter vice-chairman, and AFS National 
Director J. T. Westwood, Blue Valley Foundry. 
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BONISPRAY assures freedom from sticking and ease of parting 
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two big CONVENTION ISSUES... 


TWIN SELLING 
OPPORTUNITIES 


beamed at the multi-billion-dollar 
foundry industry in... 





rAmen 
oun 


TIMED RIGHT: to coincide with the 59th AFS 
Convention and Foundry Congress in Houston, 
May 23-27. 


DESIGNED RIGHT: jampacked with convention 
news and previews to get topflight readership 
for your advertising. 








1, MAY PRE-CONVENTION ISSUE: 


containing a preview of convention 
features and activities—pre-conven- 
tion story... program details... . 
pictures and stories of convention 
speakers . . . plant visit schedules 
..» Nat'l officers and directors . . . 
an entire section of new equipment 
and supplies .. . AND THE AN 
NOUNCEMENT OF AWARD WIN 
NERS. 


2. JUNE CONVENTION REPORT 


ISSUE: First report of convention 
activities .. . stories and pictures of 
newly elected officers and directors 
. the story of the first AFS con 
vention in the South ... APS Ap- 
prentice Award Contest winners. 


As always, foundrymen turn to their own magazine first for convention 
news and previews. That makes AMERICAN FOUNDRYMAN FOR MAY 
AND JUNE the two most-important issues of the year—and the ideal 
means of getting your sales message into the hands of men who operate 
and buy for the multi-billion-dollar foundry industry — more than 
15,000 of them. 

Make sure you are adequately represented in BOTH convention issues. 
Make your space reservations now. Regular rates apply. 


Write, wire or phone 


AMERICAN FOUNDRYMAN 


Published by the American Foundrymen's Society 
GOLF AND WOLF ROADS, DES PLAINES, ILLINOIS 
phone: VAnderbilt 4-018! 
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Family to Work,” was shown. The regular 
casting problem clinic was held and two 
problems were presented and discussed 
Refreshments following adjournment were 
sponsored by SAMSCO.—George H 
Hartwell. 


Southern California 


The January meeting was held at the 
Rodger Young Auditorium and 125 mem- 
bers and guests were in attendance. Prior 
to introduction of the speaker William 
Baude, Mechanical Foundries Div., Food 
Machinery Corp. and chapter vice-presi- 
dent, gave a résumé of what can be ex- 
pected at the California Regional Foundry 
Conference which will be held March 25 
and 26 at the Huntington Hotel, Pasa- 
dena, Cal., and is being given in conjunc- 
tion with the Western Metals Congress 
which begins March 28. 

Donald J. Reese, Development and Re- 
search Div., International Nickel Co., was 
the speaker for the evening and his sub 
ject was “The Melting Department of An 
Iron Foundry”, He referred to optimistic 
business predictions for 1955 as quoted 
from various sources. Prediction was made 
that ductile iron would experience a very 
large growth in the next few years.-W 
G. Stenberg. 


Central Michigan 


Youth Encouragement Night was held 
by the chapter January 19 at the Hart 
Hotel, Battle Creek, Mich. Over 100 mem 
bers and young men heard E. J. Walsh, 
executive director of Foundry Educa 
tional Foundation outline the challenges 
and opportunities that are to be found in 
the foundry industry of today. F. J. Walls, 
International Nickel Co., introduced the 
speaker. Collins Carter, Albion Malleable 
Iron Co., was called upon for a few en- 
couraging remarks to the young people 
attending. Football pictures of Michigan 
State-Notre Dame game were shown later 
in the evening.—L. Heisler. 


Birmingham District 


Sixty-five members and guests attended 
the January meeting at the Tutwiler Ho 
tel, Birmingham, Ala. to hear Jim Lowe, 
Mid Continent Steel Casting Corp., 
Shreveport, La., discuss “Castings versus 
Weldments’”. Edwin E. Pollar, chapter 
chairman, presided and Concie Caldwell, 
Caldwell Foundry & Machine Co., intro 
duced the speaker. 

Mr. Lowe's remarks were preceded by 
the showing of a film “Steel Casting De 
sign” by the Steel Founders’ Society of 
America. Of particular interest were a 
series of slides illustrating good casting 
design as against poor casting design 
Ways and means of employing welding 
to fabricate small castings into complex 
structures were discussed in some det 

J. A. Wickett. 


St. Louis 


The January meeting was highlighted 
by the presence of two national directors 
of AFS, J. T. Westwood, Blue Valley 
Foundry and C. V. Nass, Pettibone Mul- 
liken Corp., who was also the guest 
speaker. Mr. Nass who was introduced 
by technical chairman A. C. Guthrie, 





American Steel Foundries, spoke on 
“Mechanization in Coremaking’’. 

With the ever increasing labor costs 
that the industry is experiencing, it be- 
comes more important that labor saving 
devices be used, Mr. Nass said. This ap- 
plies not only to the direct production 
equipment, but also to the related ma- 
terials handling equipment. All mechaniz- 
ing must be the result of careful overall 
planning and the degree of flexibility re- 
quired by the foundry must be main- 
tained, lest the foundry find itself unable 
to adapt itself to its production require- 
ments. Proper use of mechanized equip- 
ment will always result in better castings 
at lower costs. Entertainment chairman, 
John O’Meara, Banner Iron Works, an- 
nounced plans for the second annual 
Spring Dinner Dance to be held April 16 
at Norwood Country Club.—-J. R. Bodine, 
Jr. 


Western New York 


William P. Bender, General Electric Co., 
Erie, Pa., was guest speaker at the Jan- 
uary meeting held at the Sheraton Hotel, 
Buffalo, N. Y. 

The customer, or casting buyer, is al- 
ways seeking higher quality castings at 
lower prices, and competitive casting 
pricing requires better manufacturing 
methods, Mr. Bender said. One of these 
methods is planned engineering of cast- 
ings and pattern designing. This develop- 
ment would vary considerably, depending 
upon foundry personnel, shop facilities, 
mechanical equipment, size and kind of 
castings, as well as volume of production 

The two main tools are the blue-print 
drawing and the working pattern equip- 
ment. While the drawing is often taken 
too lightly it is the basis of detailed and 
constructive information in the manufac- 
turing industry, and mutual understand- 
ing and agreement on changes in early 
stage creates good will, savings in time 
and cost to customer. Good shop organiza- 
tion pianning is required to produce 
quality castings as the accepted price and 
schedule, to maintain good customer re- 
lations.—Roger E. Walsh. 


Tri-State 


The January meeting was designated 
Apprentice Night and was held at the 
Alvin Hotel, Tulsa, Okla. “Molding 
Sands” was the subject of J. S. Schu- 
macher, Hill & Griffith Co., Cincinnati, 
Ohio. He discussed synthetic sands, high 
pressure molding, scrap control and low 
cost mechanization. Different sands were 
considered and compared as to (1) sen- 
sitiveness to ramming (2) range of mois- 
ture content (3) range of casting weight 
(4) low cost and (5) variety of metals 
in some sand. 

Mr. Schumacher’s talk was built around 
the four screen sand and its place in pre- 
cision molding. Special emphasis was 
placed on high mold-wall stability and 
screen analysis.—-A. M. Fisher. 


Eastern Canada 


Approximately 75 members and guests 
attended the January meeting, designated 
Top Management Night, at the Sheraton 
Mount Royal! Hotel. Guest speakers were 
AFS National Director H. G. Robertson 


CENTRAL ILLINOIS . . Admiring plaque presented to past chairmen at the January meeting, left 
to right: AFS National Director, C. V. Nass, Pettibone Mulliken Corp.; M. J. Gregory, retired, 
technical chairman for the evening; W. G. Gude, Foundry, and guest speaker; and H. F. Scobie 
editor, AMERICAN FOUNDRYMAN 


KEN SHECKLER, CALMO EN NEERING 


SOUTHERN CALIFORNIA Talking things over at the speakers table during the January meet 
ing, from left to right: J. W. Mitchell, Utility Steel Foundry and chapter secretary; F. C. Warga, 
AiResearch Mfg. Co. and chapter treasurer; Charles Gregg, Gregg iron Foundry, and chapter 
president; AFS National Director B. G. Emmett, Steel Castings Co.; A. C. Gutch, Dayton Foundry 
and chapter director. 


ATTENDING A LUNCHEON of top management in the foundry industry of Northern California 
to discuss the matter of having a West Coast University hove a foundry Course scholarship sup 
ported by F.E.F. are, left to right: John Bermingham, cheirmen, Northern California Chapter; 
James Campbell, foundry instructor, University of Califernia, Berkeley; E. J. Walsh, executive 
director, Foundry Educational Foundation, guest speaker, and E. F. Marquardson, Pacific Stee! 
Castings Co 
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Frederick J. Boeneker, chairman of 
the St. Louis District Chapter of 
AFS, is sales engineer of Bronze 
Alloys Co., St. Louis. He was born 
in Mexico and received his educa- 
tion in Mexico City at the German 
School. In 1927 Mr. Boeneker be- 
came associated with the National 
Bearing Div., American Brake Shoe 
Co., St. Louis, working in their ex- 
port and engineering departments, 
and in 1940 he joined Bronze Alloys 
as sales engineer. At present he is 
program chairman of the Missouri 
Valley Regional Conference. 


Daniel Elwert Best, chairman of the 
Philadelphia Chapter of AFS, is 
superintendent of the brass found- 
ry, Bethlehem Steel Co., Bethle- 
hem, Pa. After graduating from 
Lehigh University, he began his 
foundry career with Bethlehem 
Steel as a hot blast man. In 1940, 
after working in other departments 
for several years, he became super- 
visor of production of the brass 
foundry and in 1949, superinten- 
dent. Mr. Best has been vice-chair- 
man, program chairman, a director, 
and publicity chairman for the 
Philadelphia Chapter of AFS. 





Mn 
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and AFS General Manager Wm. W. Ma- 
loney, The top management from firms in 
the Montreal area and guest speakers at- 
tended the directors dinner prior to the 
general meeting. Wm. Dunn, acting chap- 
ter chairman, opened the general meeting 
and National Director Ewing Tait, intro- 
duced the speakers. 

Mr. Maloney gave an interesting talk 
on some of the things the AFS had ac- 
complished during the past few years. He 
also asked that top management present 
give their support to the members of the 
chapter, and encouraged them to take an 
active part in the society. 

Mr. Robertson created interest with a 
variety of subjects, including the increased 
use of arc-air and flame washing to replace 
chippers. One of the reasons being the 
rate of partial deafness due to the high 
frequency noise of the chipping hammer. 
~—P. von Colditz. 


Metropolitan 


More than 150 members and guests, in- 
cluding Wm. W. Maloney, AFS General 
Manager, attended the January meeting 
at the Essex House, Newark, N., J., to hear 
Prof. H. F. Taylor, Massachusetts Insti- 
tute of Technology, speak on “Exothermic 
and Insulating Materials for Castings’. 

Prof. Taylor discussed the theory and 
usage of insulating and exothermic ma- 
terials for risers, commencing with a re- 
view of heat transfer phenomena in the 
solidification of castings. He defined the 
character and comparative values of heat 
loss factors, and pointed out the technical 
advantages of certain types of insulating 
and exothermic materials in promoting 
favorable thermal gradients in risers. The 
comparative efficiencies of sleeve, pad and 
hot-top materials, and combinations of 
these, were presented, and illustrated with 
factual data secured from laboratory 
studies and field investigations by M. I. T. 
and other researchers. 

The talk was followed by a question and 
answer period which included discussions 
of heat transfer in molds, economics of 
hot-top and sleeve usage.—S. B. Donner. 


Washington 


Donald J. Reese, International Nickel 
Co., Inc., was guest speaker at the Jan- 
uary meeting held at the Stewart Hotel, 
Seattle, and his subject was “Melting De- 
partment of an Iron Foundry”. 

Mr. Reese illustrated the many techno- 
logical advances that have been made 
through science and industry in the past 
15 years and included the many steps for- 
ward the foundry industry has made since 
World War II. To keep abreast of the 
steps from hand molding to machine 
molding and now automation, our melting 
department must advance concurrently. 

He showed many examples of losses in 
the cupola with special notations how con- 
siderable savings can be made. By far the 
majority of foundries operating cupolas 
have furnace losses in iron, silicon, man- 
ganese and other elements which far ex- 
ceed a necessary loss. The reasons for 
these losses can be numerous, but one 
which should bear considerable investi- 
gation is the coke size used in a furnace. 
For the average size cupola of 30 in. di- 
ameter, the coke size should usually be 
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AFS Chapter Chairmen 


Harry F. Greek, president, Hill & 
Griffith Co., Cincinnati, is chairman 
of the Cincinnati District Chapter 
of AFS. After attending the Uni- 
versity of Cincinnati, he began his 
foundry career at Hill & Griffith in 
1934 as a foreman. In 1937 he was 
made a salesman until 1941, when 
he became secretary of the com- 
pany. In 1945 Mr. Greek was made 
president of Hill & Griffith. He has 
held the position of vice-chairman, 
program chairman, secretary, and 
director of the Cincinnati District 
Chapter of American Foundrymen’s 
Society. 


Howerd H. Heavies, chief estimator, 
Vivian Diesels & Munitions, Ltd., 
Vancouver, B. C., is the chairman 
of the British Columbia Chapter of 
American Foundrymen’s Society. 
After graduating from Vancouver 
Technical High School, Mr. Havies 
was employed by Boeing Aircraft, 
Vancouver, as an expeditor until 
1943. From 1943 to 1946 he was in 
the Canadian Army, during which 
time he achieved the rank of cor- 
poral. He then began work in found- 
ry sales with Vivian Diesels & Mu- 
nitions, and in 1952 he became chief 
estimator. 





WALTER NAPP, DELTA Oi. PRODUCTS CO. 


WISCONSIN . . H. J. Heine, AFS Technical Di- 
rector, left, talking with N. N. Amrhein, Fed- 
eral Malleable Co., West Allis, Wis. at the 
January meeting. Mr. Heine was guest speaker 
and his subject was ‘Casting Design.”’ Meet- 
ing was held at the Schroeder Hotel, Mil- 
waukee. 


BIRMINGHAM DISTRICT . . J. Lowe, Mid Con- 
tinent Steel Castings Corp., guest speaker at 
the January meeting, left, with chaper chair- 
man E. £. Pollard. Meeting was held at the 
Tutwiler Hotel, Birmingham, and 65 members 
and guests attended. 


S. N. FARMER, SAND PRODUCTS CORP. 


NORTHEASTERN OHIO . . Left, Dave Clark, 
Forest City Foundries and chapter chairman, 
talking with AFS National Director, Frank 
Cech, Cleveland Trade School, at the January 
meeting. 


KEN SHECKLER, CALMO ENGINEERING CO 


SOUTHERN CALIFORNIA . . Left, D. J. Reese, 
International Nickel Co., guest speaker at the 
January meeting, being introduced by W. C. 
Baud, Mechanical Foundries Div., Food Ma- 
chinery Corp. Meeting was held at the Rodger 
Young Auditorium and 125 members and 
guests were in attendance. 


between 2 and 3 in. with a coke charge of 
approximately 10 Ib per square foot of 
cupola area.—William K. Gibb. 


Northeastern Ohio 


Speaker at the January meeting was 
Hans J. Heine, AFS Technical Director, 
whose subject was, “Another Approach to 
Casting Design.” 


Too often, Mr. Heine stated, a structure 
is cast only when it cannot be shaped 
economically in any other way, and such 
practice can lead to poorly designed, 
overly complex machinery. In the field of 
stress, for example, the effects of dynamic 
loading and fatigue upset calculations 
based on static load strengths, with which 
most textbooks are concerned. Basic 
strengths of materials, he emphasized, 
are modified by stress concentration, tem- 
perature, temperature differentials, cor- 
rosion, bi- and tri-axial stresses, residual 
stress, impact loads and severe occasional 
overloads. 

Casting designers should strive for high 
strength and light weight at low cost. They 
should avoid abrupt changes in section 
and beware of stress concentrations. Sim- 
plification can work miracles. It can save 
money, cut weight, reduce the number of 
defectives produced and improve the per- 
formance of parts. 

Mr. Heine also discussed brittle lacquer 
stress testing, which he described as a 
simple, inexpensive way to find out 
where stresses are located and in what 
degrees.——_J. C. Miske. 


Twin City 


At the January 11 meeting, E. C 
Zirzow, Werner G. Smith, Inc., Cleve- 
land, spoke on the technology of core 
blowing. In his talk, he outlined the prin- 
ciples upon which a good core blowing 
operation is based. Factors which effect 
the working properties of the core sand 
were considered, as well as those pertain- 
ing to the mechanics of the blowing opera 
tion. Mr. Zirzow concluded his talk with 
an illustrated summary of the various 
types of core blowing machines available 
He pointed out their limitations and 
mechanical features. 


Nathan Levinsohn, Minneapolis Moline 
Co., Minneapolis, directed the technical 
meeting on casting defects, held at Archer- 
Daniels-Midland Co. research laboratory 
on January 18. These meetings are group 
discussions in which an individual found- 
ry’s technical problems are analyzed 
R. J. Mulligan. 


British Columbia 


The January meeting of the British Co- 
lumbia Chapter was held at Vancouver 
Vocational Institute, Vancouver, B. C., 
and Howard Havies, Vivian Diesels & Mu- 
nitions, Ltd., presided. Donald J. Reese, 
International Nickel Co., Inc., was guest 
speaker and his subject was “Melting 
Department of an Iron Foundry.” Mr. 
Reese was accompanied by his associate 
Al Zymer also of International Nickel. 
J. T. Hornby. 


S. N. FARMER, SAND PRODUCTS CORP 


NORTHEASTERN OHIO At the Janvary 
meeting, from left to right, N. J. Stickney, 
Sand Products Corp., and H. E. Heyl, Federal! 
Foundry Supply Co. 


QUAD CITY. ._D. E. Gilchrist, Deere & Co., left, 
technical chairman, and W. &. Jennings, John 
Deere Waterloo Tractor Works, right, guest 
speaker at the January meeting 


E. H. MOSSNE® 


SAGINAW VALLEY. Professor ®. A. Flinn il- 
lustrating a point in his talk “Research in 
Tomorrow's Foundry Problems"' at the Jan- 
vary meeting held in Frankenmuth, Mich. Ap- 
proximately 125 members and guests at 
tended 


EASTERN NEW YORK . ._H. J. Heine, APS Tech- 
nical Director, specking on “APS Research— 
Your Foundry's Silent Partner’ at the Janvery 
meeting. More than 75 members and guests 
attended the meeting, which was held at 
Ponetta’s Restaurant, Menends, N. Y 
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CENTRAL MICHIGAN . . Left to right: G. R. Lioyd, chapter vice-chairman; E. J. Walsh, Foundry 


Educational Foundation and hk 





of the evening; AFS Past President F. J. Walls, international 


Nickel Co.; and C. L. Carter, AFS immediate Past President, at the annual Youth Encouragement 


night, January 19. 


Other Organizations 


Reading Foundrymen's Association 


John W. Juppenlatz, Quaker Alloy Cast- 
ing Co., Myerstown, Pa., was the principal 
speaker at the January meeting of the 
Reading Foundrymen’s Association held 
in the ballroom of the Berkshire Hotel. 

Guests of the Association were Profes- 
sor W. P. Winter, foundry instructor, 
School of Engineering, Pennsylvania 
State College, and his current class of 12 
in-training industriel educational teach- 
ers. Other guests included industrial edu- 
cation teachers from all of the schools in 
Reading and Berks County. Mr. Juppen- 
latz, a metallurgist in the steel industry 
for the past 30 years, discussed the prog- 
revs that has been made in the production 
of steel and alloy castings during the past 
decade. 

A reception preceded the dinner meet- 
ing which was attended by over 100 
members and guests. President James 
Woodward presided at the business ses- 
sion and Robert M. Schumo, Pennsyl- 
vania Electric Steel Castings Co., Ham- 
burg, Pa. served as technical chairman and 
introduced the guest speaker.-W. I. 
Cassidy. 


New England Foundrymen's Association 


More than 200 members and guests at- 
tended the 59th Annual Meeting of the 
New England Foundrymen’s Association, 
held January 12, at which time officers 
were elected and installed for 1955. 

Officers elected were: president, How- 
ard B,. Nye, Crompton & Knowles; vice- 
president, Ahti Erkkinen, Builders Iron 
Foundry, and secretary-treasurer, Thomas 
I, Curtin, Jr., Waltham Foundry. 

Members elected to the Executive 
Committee were: Henry M. Frechette, 
Fitchburg Foundry C»s.; Albert M. Nut- 
ter, LeBaron Foundry Co.; Clyde Arm- 
strong, Warren Pipe Co.; C, W, Hutchins, 
Standard Foundry Co.; Alexander Beck, 
Whitman Foundry, Inc.; William Ohlson, 
Draper Corp.; Frank Benoit, Brown & 
Sharpe; William Hale, Chapman Valve 
Co., and Charles A. Reed.—-Alexander 
Beck. 


Connecticut Non-Ferrous 
F. R. Smith, apprenticeship representa- 
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tive, U. S. Dept. of Labor, Bridgeport, 
Conn., was guest speaker at the January 
Meeting of the Connecticut Non-Ferrous 
Foundrymen’s Association held at the 
Quinnipiack Club, New Haven, Conn. His 
subject was “Apprentice Training.” 

Mr. Smith’s introductory remarks 
touched the early history of metal work- 
ing and research development in non- 
ferrous metal castings. It was indicated 
that the foundry industry is undergoing 
a state of technological and productional 
change due to mechanization and labor 
problems 

Mechanical changes can be purchased. 
The more changes in equipment of prod- 
uct, the higher calibre and flexibility in 
help is required to quickly adapt itself 
to the new environment. 

Mr. Smith referred to the statement 
which appeared in the Talk of the 
Industry page in the December, 1954 
AMERICAN FOUNDRYMAN “Loss through 
death and retirement in the next ten 
years is estimated at 18,000, while 
entrances into the industry will be only 
14,000.” A recent survey disclosed that 
the cost for hiring at the rank and file 
level is $300, and $1,000 or more for key 
personnel. This is the cost for hiring ex- 
penses until a production commensurate 
with wages is reached. Apprenticeship 
training was urged.—-F. B. Diana. 


Chapter Meetings 





March 


1 . . Rochester 

Hotel Seneca. David Stein, chief metal- 
lurgist, Samuel Greenfield Co., Inc., 
Buffalo, “Melting and Fluxring of Non- 
Ferrous Metals.” 


2.. Toledo 

Toledo, Ohio. Sol L. Gertsman, Canadian 
Bureau of Mines, “Desulphurization of 
Steel & Iron Alloys.” 


3. . Canton District 

Elks Club, Alliance, Ohio. H. G. Robert- 
son, American Steel Foundries, Alliance, 
“Benefit of AFS Affiliation.” 


7. . Metropolitan 

Essex House, Newark, N. J. Highlights 
of AFS Activities. Harold L. Ullrich, 
foundry engineer, Livingston, N. J. 


7... Central Illinois 

American Legion Hall, Peoria. W. A 
Hambley, Charles A. Krause Milling 
Co., “Casting Defects.” 


7.. Central indiana 

Athenaeum, Indianapolis. Harold F 
Bishop, metallurgist, Naval Research 
Laboratory, “Gating and Feeding.” 


7... Chicago 

Chicago Bar Association. Dr. F. B. Rote, 
technical director, Albion Malleable 
Iron Co., “Blow-Squeeze Molding.” 


7... Western Michigan 

Fingers Restaurant, Grand Rapids, Zig- 
mond Madacey, Beardsley & Piper Div., 
Pettibone-Mulliken Corp., “Core Mak- 
ing and Core Blowing.” 


8. . Northern Iilinois-Southern Wisconsin 

Beloit Country Club, Beloit, Wis 
Harry H. Kessler, manager of foundry 
operations, Sarbo-Mat-Process Engi- 
neers, St. Louis, “Gating and Risering.’ 


8 .. Twin City 

Covered Wagon, Minneapolis. Panel Dis- 
cussion. Moderator: H. H. Blosjo, met- 
allurgist, Minneapolis Electric Steel 
Castings Co. Panel: Nathan Levinsohn, 
continued on page 93 


WESTERN MICHIGAN. Chapter officers and their wives ot the Christmas Party held at the 
Muskegon Country Club, from left to right, facing the camera: Secretary, C. H. Cousinesy and 
Mrs. Cousineay; vice-chairman G. W. Bartlett and Mrs. Bartlett (center foreground); chairman 
John A. Van Haver and Mrs. Van Haver, and Mrs. Loforet and treasurer H. A. Loforet. 








EXCLUSIVE New 
4-WAY BREAKOFF 
NICK 


Provides maximum support during 
pouring, yet stem breaks off easily 
in any direction so that few re- 
maining after shake-out can be 
easily brushed off with no appar- 
ent surfece marks remaining. 








STAGGERED 
KNITTING NICKS 


Provide better type of surface for 
knitting with molten metal, ossur- 
ing thorough fusion and resulting 
in clean, solid castings. 











IDEALLY SUITABLE FOR 


radiator castings 


A small change in design can often result 
in large savings in production. The new 
4-way breokoff nick on fine FANNER 
Shoulder Radiator Chaplets is a typical 
example of the constant study given to 
casting methods by FANNER engineers. 
This small but highly important feature, 
in addition to the other exclusive ad- 
vantages offered by FANNER Radiator 
Chaplets, speeds the production of clean, 
sound castings...help cut labor costs 


Fine FANNER Radiator Chaplets are es- 
pecially suitable for light pressure cast- 
ings such as gas burners, radiator sections 
and manifolds. Designed for use with 
the side of largest bearing area against 
green sand, they will support approxi- 
mately 5 pounds per square inch load 


Get complete information on fine FANNER 
chaplets for all requirements by writing 
for FANNER Chaplet catalog today! 


OTHER TYPES OF 
FINE FANNER SHOULDER RADIATOR CHAPLETS 





NO HAND 
TUCKING 


The special FANNER “open head” 
eliminates need for hand “tucking” 
and permits jolt and squeezer 
machines to pack sand solidly 
(as shown) along entire stem 











STURDY SHOULDER yj 
AND SOLID RIVETED 
HEAD 


Shoulder is designed and placed to 
permit chaplet to be set into pattern 
required distance without guess- 
work. Solid riveted head exactly at 
right angles to stem to insure thet 
cheplet is always perfectly “true” 





THE FANNER MANUFACTURING CO. 


Designers and Manufacturers of Fine Fanner Chaplets and Chills 


BROOKSIDE PARK 


For more facts, circle No. 106 on postage-free Reader Service card on p. 17 of 18 
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Quiz Answers 


Following are the correct answers for the 
quiz on page 65. 


1. False. Two sands with the same 
grain fineness number can have a totally 
different surface area and, therefore, 
binding characteristics, The grain shape 
and grain distribution controls the work- 
ability, permeability, green strength, and 
other physical properties. 

2. False. Although clay usually in- 
creases core green bond, it also increases 
hot strength (retards collapsibility) and 
decreases baked tensile strength. A pound 
of core oil usually must be added for 
each pound of clay to maintain a given 
baked strength. 

3. False. Although accurate measure- 
ment and control of amount of binders 
in a core sand mix is necessary for ac- 
curate green compression and baked ten- 
sile control, baking time and temperature 
and method of fabrication of the core 
are equally important. Degree of ram 
or blow and degree of bake affect these 
properties greatly and must be controlled 
also to obtain uniform core properties 
regardless of the mix. 


4. False. For many years 742 |b has 
been considered to be the weight of one 
gallon of core oil. Actually core oils vary 
in weight per gallon according to man- 
ufacturer, grade, and temperature at 
which the weight is measured. For this 
reason the only accurate method of pur- 
chasing and measuring core oil is by the 
pound, 


5. False. Most cereal binders vary in 
density not only between different types, 
but also among the same type. This 
is dependent upon coarseness of grind, 
moisture content, and degree of packing. 
For this reason a routine check on density 
is advisable and addition by weight is 
recommended, 


6. False. Sands too, vary in weight per 
unit volume according to grain fineness, 
screen distribution, and amount of mois- 
ture present. Again, the only accurate 
method of measurement is by weight. 


7. False. The sequence of addition of 
ingredients to a core sand mix is of par- 
amount importance. Correct sequence 
can increase baked strength and green 
bond by as much as 50 per cent using 
the same amount of the binders. The 
important thing to remember is that ce 
real and water should be added one after 
the other so as to form the optimum 
paste; oils or resins, which tend to water- 
proof the cereal, are added last. 

8. False. Varying the moisture content 
of a sand, cereal, oil core sand mixture 
may vary the ultimate baked strength by 
as much as 50 per cent. It is the moisture- 
cereal ratio which is important. 

9. True, As in No. 8, it is the moisture- 
cereal ratio which is important. 


10. True. Since the core will not attain 
a temperature much above 212 F in the 
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oven until moisture is evaporated, the 
more moisture in the mix, the slower the 
core will bake. 


11, False. Other factors which effect 
baked tensile strength include the grain 
fineness of the sand (the coarser sand 
will give more strength for a given 
amount of binder), the degree of ram, 
the amount of moisture present, the 
amount and quality of binders, and the 
degree of bake. Since more oil produces 
more gas and since core oil is usually 
the most expensive binder in the mix, it 
is wise to check all other factors first 
before adding more oil for increased ten- 
sile strength. 


12. False. Although organic binders 
such as cereal, core oil, and resins do 
affect high temperature properties of the 
core slightly, these differences are too 
minute to be depended upon as a pri- 
mary factor in preventing metal penetra- 
tion. Penetration is controlled by the 
refractory materials in the core—the sand 
and high temperature binders such as 
clay, bentonite, silica flour, and iron 
oxide. Core density and degree of ram 
are also important. Organic binders such 
as core oils and cereal burn out at about 
800 F and are of very little value there- 
after. 


13. False. Cereal is an excellent source 
of green bond and also has the added 
advantage of supplying some baked 
strength as well; but it does cost money 
and does produce gas when metal is 
poured. Therefore, before adding it, it 
is wise to check the sand fineness and 
grain distribution, moisture to cereal 
ratio, and degree of ram. Bentonite will 
give more green bond per unit of weight 
than will cereal and produce no gas. 
Bentonite, however, detracts from baked 
strength and requires additional oil to 
maintain a given baked strength. Addi- 
tion of any binder to improve one prop- 
erty will also affect other properties and 
it is best to analyze the whole picture, 
including methods of core making, be- 
fore selecting the best solution to a 
given problem. 


14, False. No core oil adds green bond 
to the core sand mixture. Native lubricity 
results in a reduction in green bond when 
oil is added to the mix. While some core 
oils do affect green bond of a mix more 
than others, these differences are minute 
and are best compensated for by varying 
amounts of green bond-producing addi- 
tives such as cereal, clay, and bentonite. 


45. False. This is a corollary to Num- 
ober 12. Since core oils, cereals, and other 
organic binders burn out at about 800 F, 
they have only a marginal effect upon 
the collapsibility of the core sand mix- 
ture under the heat of metal. The dom- 
inant factors in controlling collapsibility 
are sand grain fineness and screen distri- 
bution, and presence or absence of hot 
strength-producing materials such as 
bentonite, clay, silica flour, and iron 
oxide. Density of the core and degree of 
ram also affect this property. The best 
way to achieve collapsibility in a core 
sand mix is to use clay-free sands on the 
coarse side and the minimum amount of 


binder which will give sufficient baked 
strength for core handling. The addition 
of a cellulose material will also accelerate 
collapsibility. 


16. False. Each core binder has its own 
beking characteristics. Urea formalde- 
hyde bakes best at 300-325 F. Phenol 
formaldehyde and traditional core oils 
bake best at about 400-425 F. In each 
case raising the temperature above the 
optimum for a given binder results in a 
lower ultimate tensile strength and a 
shorter plateau of ultimate strength and 
therefore less margin for error in over- 
bake and underbake of cores. The best 
way to speed bake is to keep moisture 
low, control oven temperature, and be 
sure that cores obtain plenty of air 
(oxygen). 


17. True. There are two concepts which 
must be considered. First is the speed at 
which the core will attain a given tensile 
strength; second is the speed in which a 
Seavy chunk core will bake through. 
There is no necessary correlation between 
the two, speed of tensile strength attain- 
ment being a function of the resinous 
components of the binder, whereas speed 
of baking through is primarily a function 
of the drying oil in the binder. 


18. False. The two primary factors 
affecting gas formation from a core when 
metal is poured are the amount of or- 
ganic binder present and the degree of 
bake of this binder. Thoroughly baked 
organic binders all give off about the 
same amount of gas per unit. Therefore, 
it is difficult to correct a gas or blow 
problem by changing binders and using 
the same amount. The speed of gas for 
mation is as important as the total 
amount of gas therefore measurements 
of gas from a core should be in terms of 
pressure or rate of evolution. To reduce 
gas from a core the least amount possible 
of organic binder should be used and the 
cores should be thoroughly baked. Since 
coarse sands give higher baked tensile 
strength with less binders, the sand is 
also an important consideration. 


19. True. So many factors affect the 
ultimate tensile strength of a core that 
type of binder used can, in some in- 
stances, be a minor factor. Sand grain 
fineness and screen distribution, amount 
of moisture present, degree of ram and 
denseness of core, baking time and tem- 
perature, sequence of core ingredient 
addition are all important factors in at- 
taining a given core tensile strength. 


20. False. Spraying cores with moisture 
before they enter ovens is a good practice 
because the moisture activates the cereal 
and produces a herder core surface. 


21. True. Urea formaldehyde is gen- 
erally conceded to be the fastest baking 
binder for cores. It bakes best at 300- 
325 F. Alkyd resins and many “fast bak- 
ing” core oils approximate the speed of 
phenol formaldehyde. 


22, False. Cereal binder in a core sand 
mixture increases green strength, baked 
strength, hardness, and workability; it de- 
creases flowability, density, moisture re- 
sistance, and storage life. 
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foundry superintendent, Minneapolis 
Moline Co., “Cast Iron Sands”; Ed An- 
derson, sand technician, American Hoist 
& Derrick Co., “Steel Sands”; Carlton 
C. Hitchcock, vice-president, R. C. 
Hitchcock and Sons, Inc., “Non-Ferrous 
Sands.” 


8. . Mid-South 

Rebel Motel, Memphis, Tenn. Hans J. 
Heine, technical director, American 
Foundrymen’s Society, “Effect of Gating 
Design on Casting Quality.” 


10 . . St. Lowis District 

York Hotel, St. Louis. Guy A. Pealer, 
General Electric Co., Elmira, N.Y., “Pat- 
tern Engineering and Coordination of 
Methods to Produce Better Castings.” 


10. . Northeastern Ohio 

Tudor Arms Hotel, Cleveland. B. C. 
Yearley, director of applied research, 
Process Control and Supervisory Train- 
ing, National Malleable & Steel Cast- 
ings Co., Cleveland, “Casting Defects.” 


11. . Philadelphia 

Visitation to the Dobbins Vocational 
School. Panel discussion: “Training 
Foundry Personnel.” 


11... Eastern Canada 
Panel discussion of casting tolerances. 


11... Birmingham 
Tutwiler Hotel, Birmingham, Ala., Edu- 
cational picture. 


14... Cincinnati District 

Suttmiller’s Restaurant, Dayton, Ohio. 
B. C. Yearly, director of applied re- 
search, National Malleable & Steel Cast- 
ings Co., “Gating and Risering.” 


14.. Central Ohie 

Seneca Hotel, Columbus. Palmer Derby, 
Lynchburg Foundry Co., “Shell Mold- 
ing.” 


14... Timberline 

Oxford Hotel, Denver. R. H. Groman, 
Eutectic Welding & Alloys Corp., 
“Foundry Welding & Reclamation.” 


14... Michiana 

Oliver Hotel, South Bend, Ind. Ferrous: 
F. J. McDonald, factory manager, Sagi- 
naw Malleable Iron, Saginaw, Mich., 
“Gating and Its Effect on Castings”; 
Non-Ferrous: J. G. Kura, chief of re- 
search, Battelle Memorial Institute, Co- 
lumbus, Ohio, “Titanium, The Wonder 
Metal.” 


16. . Central Michigan 
Hart Hotel, Battle Creek. H. M. St. John, 
superintendent of non-ferrous foundry 
operations, Crane Co., “Brass & Bronze 
Foundry Practice.” 


18. . Tri-State 
Alvin Hotel, Tulsa, Okla, “Pattern En- 
gineering and Rigging.” 


18... Texas 

Western Hills Hotel, Fort Worth. Aubrey 
J. Grindle, president, Grindle Corp., 
Harvey, Ill, “Dust, Smoke, and Fume 
Control in the Foundry Industry.” 


21... Qued City 

Hotel Fort Armstrong, Rock Island, Ill. 
D. R. Forrest, Cleveland Cliffs Iron Co., 
“America’s Iron Future.” 

continued on page 94 


NORTHWESTERN PENNSYLVANIA . . Group attending the January meeting to hear G. L. Hoobler, 
International Nickel Co., Inc., speak on ‘Ductile iron.’’ Meeting was held in the Meose Club, 
Erie, Pa. Chapter directors held a noonday meeting with AFS General Manager Wm. W. Maloney, 
National Director Thomas Kaveny, Jr., and Administrative Assistant, D. J. Hayes, attending 


NORTHERN CALIFORNIA . . At the January meeting, from left to right: AFS National Director 
B. G. Emmett, L. A. Steel Castings Co.; guest speaker D. J. Reese, International Nickel Co., being 
interviewed by J. M. Kaney, editor, The Coast Caster, monthly house organ of the chapter 


BROOKLYN POLYTECHNIC .. Group and hosts at a visit to the Malwah, New Jersey Foundry 
of American Brake Shoe Co. Top row, left te right; W. K. O'Neil, Jim Walimann, Tony Rich, 
Bob Mendelow, Bob Bardof, \imar Harras, Marty O'Toole and Bing Lieu. Next row, Ed Caracciola, 
Len Schoenman, Frank Cavanagh, Morris Ruddick, Marty Daniels and P. Elias. Next row: Emi! 
Rogner, John McCallion, Ronald Gomes, Fred Pressman, Jim Galligan and Olev Paoul. Front 
row: Prof. W. H. Ruten and &. A. Martinson. 
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5. N. FARMER, SAND PRODUCTS CORP. 


NORTHEASTERN OHIO. Harold Wheeler, Su- 
perior Foundry, inc., left, and J. H. Tressler, 
Hickman Williams & Co. right, at the Christ- 
mas Party. 
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25... Chesapeake 

Engineers Club of Baltimore, Baltimore, 
Md, Castings Clinic with panel of ex- 
perts. 


25... Ontario 

Royal Connaught Hotel, Hamilton, On- 
tario, William Stewart, plant metal- 
lurgist, Dominion Foundries & Steel 
Ltd., Hamilton, Ontario, “New Testing 
wengens for Foundry and Process Con- 
trol,” 


April 


4.. Central indiana 

Athenaeum, Indianapolis. J. S. Schu- 
macher, Hill & Griffith Co., “Pressure 
Molding.” 


4... Metropolitan 

Essex House, Newark, N. J. H. F. Bishop, 
Naval Research Laboratory, “Feeding 
Castings.” 


4... Central illinois 

American Legion Hall, Peoria. Clyde A, 
Sanders, vice-president, American Col- 
loid Co,, “Effect of Molding Materials 
on Apparent Metal Shrinkage.” 


4.. Chicago 

Chicago Bar Association, Chicago. Mal- 
leable & ot Iron Div.: Lyle Jenkins, 
Wagner Malleable, “Production and 
Characteristics of Pearlitic Malleable 
and Ductile Irons”; Steel and Mainte- 
nance Div.: Samuel Arnold III, consult- 
ant, “Electric Furnace Operation and 
Maintenance” ; Non-Ferrous Div.: George 
W. Anselman, consultant, “Natural or 
Synthetic Sands”; Pattern Div.: Carl J. 
Johnson, Western Foundry Div., Con- 
solidated Foundries, Inc., “Patterns for 
the Atomic Age.” 


4... Cincinnati District 
Cincinnati Club, Cincinnati. National 
Officer's Night. J. B. Caine, consultant, 
“Gates and Risers.” 


4... Western Michigan 
Cottage Inn, Muskegon, Mich. 


5 . . Rochester 


Hotel Seneca, Rochester. T. E. Barlow, 
sales manager, Eastern Clay Products 
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Div., International Minerals & Chem- 
ical Corp., “High Pressure Molding.” 


5. . Rochester 

Seneca Hotel, Rochester, N. Y., T. E. 
Barlow, sales manager, Eastern Clay 
Products Dept., International Minerals 
and Chemical Corp., Chicago, “High 
Pressure Molding.” 


6.. Toledo 

Toledo Yacht Club, Toledo. F. S. Brew- 
ster, vice-president, H. W. Dietert Co., 
Detroit, “D Process.” 


7... Canton District 

Mergus Restaurant, Canton, Ohio. Doug- 
las James, Cooper Bessemer Corp., 
Grove City, Pa., “Nodular Iron.” 


7. . Saginew Valley 

Fischer's Hotel, Frankenmuth, Mich. 
Iron: D. E. Matthieu, Alabama Pipe Co., 
Anniston, Ala.; Steel: Warren Lewis, 
Great Lakes Foundry Sand Co., De- 
troit; Light Metals: Arthur Greene, Al- 
lison Div., General Motors Corp. 


8. . Philadelphia 

Engineers Club, Philadelphia. Charles 
Mooney, Jr., Olney Foundry, Link-Belt 
Co., Philadelphia, “Guide to Core Mix- 
tures.” 


11... Michiane 

Elkhart Hotel, Elkhart, Ind. Entertain- 
ment Meeting. Plant visitations, film, 
and entertainment. 


11. . Central Ohio 

Seneca Hotel, Columbus, Ohio. H. F 
Bishop, head, Casting Section, Naval 
Research Laboratory, “Gating and Ris- 
ering.” 


11... Timberline 
Oxford Hotel, Denver. Regional Officer 
Night. J. O. Klein, “Steel Casting.” 


12... Northern Iilinois-Southern Wisconsin 
Lafayette Hotel, Rockford, Ill. Clyde A. 
Sanders, vice-president, American Col- 
loid Co., “Have You Seen These De- 
fects.” 


12... Twin City 

Covered Wagon, Minneapolis. Panel dis- 
cussion, “Practical Quality Control.” 
Moderator: Nathan Levinsohn, foundry 
superintendent, Minneapolis Moline Co. 
Panel: Ralph Brown, chief inspector, 
Minneapolis Moline Co.; Frank Berchem, 
assistant superintendent in charge of 
Cleaning and Finishing Dept., Northern 
Malleable Iron Co.; John Upgren, found- 
ry superintendent, Northern Ordnance, 
Inc.; and H. H. Blosjo, metallurgist, Min- 
neapolis Electric Steel Castings Co. 


14... Northeastern Ohio 

Tudor Arms Hotel, Cleveland. National 
Officers and Apprentice Night. Movie: 
“Man with 1,000 Hands.” 


15... Tri-State 
Tulsa, “Steel Foundry Practices.” 


15. . Birmingham 
University of Alabama, Tuscaloosa, Ala. 
Luncheon and demonstration at the Uni- 
versity foundry. 


29... Chesapeake 

Engineers Club of Baltimore, Baltimore, 
Md. Warner B. Bishop, Archer-Daniels- 
Midland Co., Cleveland, “The ‘D’ Proc- 
ess of Shell Molding,” 


Technical Educational Program 
Sponsored by Western N. Y. 


Members and non-members of the 
Western New York Chapter of AFS can 
still attend, free of charge, the remaining 
meetings of the Technical Educational 
Program, sponsored by the chapter, at 
Erie County Technical Institute, Buffalo, 
N. Y. 

March 3, J. Harold McKay, Lumen 
Bearing Co., will discuss “Metallurgy of 
Brass and Bronze Foundry Alloys.” J. A. 
Terpenning, Metal and Alloy Specialties 
Co., Inc., will discuss “Shell Molding 
Practice” at the March 16 meeting. At 
the March 30 and April 6 meetings, “Ra- 
dioisotopes in Foundry Inspection’, will 
be discussed. Speakers are to be an- 
nounced later. 


Chapter Offers Safety Course 

A training course on the Fundamentals 
of Foundry Safety will be conducted at 
the Beloit Vocational and Adult School, 
1149 Fourth St., Beloit, Wis., on March 24 
and 25 from 9 am to 5 pm. The two-day 
conference-style course is sponsored by 
the Northern-Illinois and Southern Wis 
sonsin AFS Chapter in cooperation with 
the Safety, Hygiene, and Air Pollution 
Committee of the American Foundry- 
men’s Society. 

Managers of smaller foundries and 
plants with limited personnel or those 
who have not established a workable plant 
safety program will be particularly in- 
terested to know that the course empha- 
sizes the fact that a good safety program 
need not be expensive, that the set up and 
personnel are described to show that it 
is simply “good business.” 

Because the setting up and carrying 
out of a successful safety program is es- 
sentially a supervisory function the course 
is designed to train production foremen, 
department supervisors, personnel men, 
maintenance engineers, and administrat- 
ors for this responsibility. 

Course instructors are specialists select- 
ed from the foundry industry. The class 
will be limited to 4 participants so that 
individuals will have the opportunity to 
discuss foundry safety procedures with 
the instructor and fellow foundrymen. 

The two-day course includes discussion 
of the following subjects: Basics of Found- 
ry Safety (organization of a safety pro- 
gram), Foremen’s Safety Conferences, 
Foreman—the Key Man, Building Safety 
into the Plant, Plant Inspections, Building 
Safety into the Working Force (em- 
ployee training), Maintaining Interest in 
Safety, Machine Guarding, Electrical 
Hazards, Materials Handling, Personal 
Protective Equipment, Accident Records 
and Analysis, Fire Prevention, Industrial 
Health Hazards and Control, and House- 
keeping Hints. 

The registration fee of $12.00 allows 
the course to be self-sustaining and in- 
cludes sessions, instruction materials, two 
buffet luncheons served at the School, and 
a banquet on Friday evening. Application 
and registration fee should be sent to 
Richard A. Oster, Secretary, American 
Foundrymen’'s Society, Northern I\linois 
and Southern Wisconsin Chapter, Adult 
Vocational School, Beloit, Wis. 





New Tentative Recommended 
Practice Issued by A.S.T.M. 


American Society for Testing Materials 
Administrative Committee on Standards 
this fall accepted recommendations of 
Committee B-7 on Light Metals and 
Alloys, cast and wrought, for one new 
tentative recommended practice and the 
revision of eight existing tentative spe 
cifications. 


In the revision of Tentative Specifica- 
tions fer Magnesium-Base Alloy Sand 
Castings (B 80) and for Magnesium-Base 
Alloy permanent Mold Castings (B 199) 
a new Table IV is added entitled “Proper- 
ties and Characteristics” to give informa- 
tion on melting ranges, pattern shrinkage 
allowance, foundry characteristics, and 
other characteristics. 


Revision of Tentative Specifications for 
Aluminum-Base Alloy Permanent Mold 
Castings (B 1:08) consists of adding a 
new temper for Alloy ZG42A. Tentative 
Specifications for Aluminum-Base Alloy 
Sand Castings (B 26) were revised by the 
addition of a new temper for Alloy 
ZG42A, and a change in the yield strength 


Two tours will follow the 1955 International Foundry Congress to be held in 
London Sunday, June 19, through Saturday, June 25. Host to the International 
Congress again after 16 years, the Institute of British Foundrymen has scheduled 
a week of technical sessions, social events, and visits to some 40 foundries 
Headquarters for the Congress is Dorchester House, Park Lane, London, accord 
ing to George Lambert, secretary, Institute of British Foundrymen, St. John Street 
Chambers, Deansgate, Manchester 3, England. The two post-Congress tours 
(arranged by Thomas Cook & Son) start Sunday, June 26, and return to London 
on Saturday, July 2. Tour No. | takes in the Shakespeare country —Birmingham, 
the East Midlands, and Manchester. Tour No. 2 covers Scotland, the North East 


of Alloy ZG41A. . . 
Coast, and Sheffield. Foundries along the way will be open for inspection by 


the men while historic sites, fashion stores, a pottery company, and a chocolate 
factory will be visited by the ladies. Branches of IBF will play host at several 
stops on each tour. 


The Committee also approved for pub- 
lication four new tentative methods of 
test proposed by Committee E-3 on 
Chemical Analysis of metals 


For pH of 
Molding Sands 


Me ae 


batteries and 


PHOTOVOLT 
pH Meter Mod. 125. 


electrodes 


-$1435.= 


Powered by only 3 ordinary 
radio batteries which give 
2000 hours reliable service. 
Simple and fast in operation. 
ACCURATE 
DEPENDABLE 


RUGGED 
PORTABLE 
Write for descriptive Bulletin #118 te: 


PHOTOVOLT CORP. 
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S.F.5.A. To Hold 53rd Meeting 


The 53rd Annual Meeting of the Steel 
Founders’ Society of America will be held 
at the Drake Hotel, Chicago, Monday and 
Tuesday, March 14 and 15. Featured in 
the program will be the awarding of prizes 
and honorable mention certificates to 
winners of the National Product Develop- 
ment Contest at the Tuesday noon 
luncheon. Awards were voted by a com- 
mittee in accordance with the decisions 
made by a Board of Judges consisting of 
Prof. H. F. Taylor, Massachusetts In- 
stitute of Technology; T. C. DuMond, 
editor of Materials & Methods; and A. 
Walcher, American Steel Foundries, 
Granite City, Ill. 


Cut 
foundry 
operating 
costs... 


The meeting will open at 1 a.m. Mon- 
day, with S.F.S.A. President A. J. Mc- 
Donald's report, “The Year of Appraisal’. 
C. W. Briggs, technical and research di- 
rector, will speak on “Horizons in Steel 
Casting Research’. “Useful Facts From 
the Product Development Contest”, will 
be covered by G. K. Dreher, secretary. 
The Lorenz Memorial Medal will be 
awarded at the Monday noon luncheon. R. 
C. Wood, chairman of the Technical & Op- 
erating Committee, will award prizes for 
the best Steel Foundry Facts article pub- 
lished during the yeai. 

Monday afternoon session will be de- 
voted to managerial problems. Chauncey 
Belkamp, society counsel, will speak on 
“Why and Why Not’. “The First Step in 


Trensite Core Plates are strong and durable... resist 
warpage, impact and abuse, provide long service life. 


with Transite Core Plates and Slip Jackets 


“Johas-Manville Transite* Core 
Plates help assure maximum pro- 
duction in minimum time’’—that's 
the experience of foundrymen who 
have used them for years. Made of 
asbestos and cement, they are light 
in weight, yet strong and durable. 
Being non-metallic, they resist cor- 
rosion, maintain their smooth sur- 


PREE... 
New Folder 
es 


gives complete 

on Transite Core Plates 
and Slip Jackets—as well as 
Transite Pallite products for 
dielectric furnaces, For your 
copy of folder PP-41A, write 
Johns- Manville, Box 60, New 
York 16; in Canada, 565 
Lakeshore Road East, Port 
Credit, Ontario. 


S/Y| Johns-Manville TRANSITE 


For more facts, circle No. 103 on postage-free Reader Service card on p. 17 or 18 
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face and can be easily cleaned. 

Transite Slip Jackets are a com- 
panioa product with similar 
advantages. They do not burn, retain 
their original shape despite runouts. 
Slip jackets are furnished in both 
white and black types. The latter is 
widely used as a protective liner for 
metallic slip jackets. 


Trensite Slip Jock- 
ets cost less than 
other types . . . last 
longer, too. Re- 
sult—important 
savings for foun- 
dries. 


*Reg. U.S. Pat. Of, 


CORE PLATES 
AND SLIP JACKETS 








Developing Managerial Talent” is the 
subject of Dr. E. P. Janney, Rohrer, 
Hibler & Reprogle, Cleveland; and “A 
Talent Source” will be covered by E. J 
Walsh, executive director, Foundry Edu- 
cational Foundation. 

Market subjects will feature the Tues- 
day morning session. Dean Clement 
Freund, University of Detroit, will cover 
“The Engineering Future.” Colin Car- 
michael, editor of Machine Design, will 
speak on “The Design Dilemma’’. “Factors 
in the Shell Mold Market” will be the 
subject of B. M. Ames, Doran Manganese 
Bronze Corp., Brooklyn, N. Y. 


Chicago Chapter Sponsors 
Molding Methods Program 


An educational program, ‘Molding 
Methods for 1955”, consisting of four lec- 
tures, will be sponsored by the Chicago 
chapter of AFS during March. The first 
session will start at the chapter’s regular 
monthly meeting March 7 at the Chicago 
Bar Association, 29 S. La Salle Street, 
Chicago. Dr. F. B. Rote, Albion Malle- 
able Iron Co., Albion, Mich., will be the 
speaker and his subject will be “Blow 
Squeeze Molding.” 

The remaining three meetings will be 
held in the Auditorium of the Peoples 
Gas Building, Adams St. and Michigan 
Ave., Chicago. March 14, D. B. Shannon, 
Summerville Iron Works, Chattanooga, 
Tenn., will speak on “Diaphragm Mold- 
ing.” C. W. Schwenn, Brillion Iron Works, 
Inc., Brillion, Wis., will speak on “Shel! 
Molding” at the March 21 meeting and 
R. F. Meader, Whitin Machine Works, 
Whitinsville, Mass., will speak on “Jm- 
provement of Conventional Molding 
Methods” at the March 28 meeting. 

Meetings will start at 7 p.m. and will 
last approximately two hours. Cost for 
attending the three meetings, other than 
the regular chapter meeting will be $1. 
Certificates will be presented to all at- 
tending three of the four lectures. 

Enrollment blanks are being sent to all 
Chicago chapter members and surround- 
ing chapters are being notified of the 
meetings. Tickets may be obtained at the 
door. W. 0. McFatridge, International 
Harvester Co., Chicago, is chairman of the 
affair. 


Accident Frequency Drops 


Third quarter 1954 injury frequency 
rates for foundries show considerable 
improvement over the 1953 rates as 
shown by the following figures released 
by the U. S. Bureau of Labor Statistics: 


3rd Quarter 
1954 1953 


Gray Iron and Malleable 26.7 29.6 
Steel 17.9 21.5 
Non-Ferrous 19.1 23.0 


These gains must be considered in the 
light of a drop in the all-industrial aver- 
age from 13.4 for the year 1953 to 11.8 
for the third quarter of 1954, Wm. N 
Davis, AFS director of safety, hygiene, 
and air pollution control, points out. 

Starting January 1, 1955, severity rates 
are calculated on the basis of 1000 man 
hours of exposure. 





Abstracts 


Abstracts below have been prepared by 
Research Information Service of The John 
Crerar Library, 86 East Randolph Street, 
Chicago 1, Ill. For photoduplication of any of 
the complete articles briefed below, write to 
Photoduplication Service at the above ad- 
dress, identifying articles fully, and enclosing 
check for prepayment. Each article of seven 
pages or fraction thereof is $1.40, including 
postage. Articles over seven pages are an ad- 
ditional $1.40 for each seven pages. A sub- 
stantial saving is offered by purchase of 
coupons in advance. For a brochure describ- 
ing Crerar's library research service, write 
to Research Information Service. 


A561..“Mechanical Wet Sieve Testing 
Method,” J. J. Kobliska and H. J. Rod- 
enberger, A. S. T. M. Bulletin, No. 200, 
Sept. 1954, pp. 46-47. Description of 
machine and procedures for wet sieve 
testing of very finely ground materials. 


A562..“Foundry Quality Control, Allin 
P. Deacon, Canadian Metals, Sept. 1954, 
pp. 30, 32, 34, and Oct. 1954, pp. 29-30 
and 32. Introduction, procedures, and 
success of statistical quality control in 
the foundry of the Cockshutt Farm 
Equipment Ltd. 


A563 ..“Marine High Duty Cast Iron 
Replaces Steel,” E. C. Pigott, Iron & 
Steel, vol. 27, no. 10, Sept. 1954, pp. 
441-445. Foundry procedures that were 
adopted to produce castings hydraulically 
tested at 450-500 psi. 


A564 ..“Electric Steel Production,” D 
D. Howat, Iron & Steel, vol. 27, no. 10, 
Sept. 1954, pp. 446-450. Reviews of the 
many developments of the electric arc 
furnace and its relation to others for 
melting steel. 


A565 ..“Open Model Gray Iron Found- 
ry,” Herbert F. Scobie, AMERICAN 
FOUNDRYMAN, vol. 26, no. 4, Oct. 1954, 
pp. 34-41. Plant write-up of the new 
Fairbanks, Morse & Co. Kansas City 
foundry shows facilities for 60 tons gray 
iron, 5 tons brass, and 1 ton stainless 
steel per shift under one roof. 


A566 ..“Malleable Melting Control,” L 
E. Emery, AMERICAN FOUNDRYMAN, vol 
26, no. 4, Oct. 1954, pp. 42-46. Construc- 
tion, maintenance, and atmosphere and 
slag control of melting units at Marion 
Malleable Iron Co. 


A567 . . “How Slag Attacks Refractories,” 
D. Dixon, AMERICAN FOUNDRYMAN, vol. 
26, no. 4, Oct. 1954, pp. 47-50. Selection 
and testing of refractories with respect 
to their resistance to slag attack. 


A568 ..“Conveying Core Sand,” John 
H. Kauffman, AMERICAN FOUNDRYMAN, 
vol. 26, no. 4, Oct. 1954, pp. 51-55. How 
and why Studebaker incorporated pneu- 
matic core sand conveyors with regular 
monorail distribution in modernizing the 
foundry. 


A569 . 
Casting,” 


.“Mechanized Permanent Mold 
Herbert F. Scobie, AMERICAN 


FOUNDRYMAN, vol. 26, no. 4, Oct. 1954, 
pp. 56-59, Layout and operations of the 
Garske Perm Mold foundry casting light 
metals in permanent molds. 


A570..“How Coke Size, Screening, 
Handling Affect Cupola Melting,” Wood- 
row W. Holden, AMERICAN FOUNDRY- 
MAN, vol. 26, no. 5, Nov. 1954, pp. 38- 
40. How control of coke size saves fuel, 
limestone, and increases melting rate and 
maximum temperatures. 


A571 ..“Coercive Force: Possible Meas- 
ure of Degree of Malleablization,” D. S. 
Eppelsheimer, and D. S. Gould, AMERI- 
CAN FOUNDRYMAN, vol. 26, no. 5, Nov. 


1954, pp. 41-43. Measurement of mag- 
netism of test specimens indicates the 
degree of malleablization obtained 


A572..“Re-Melt Shell Casing Scrap,” 
E. D. Boyle, AMERICAN FOUNDRYMAN, 
vol, 26, no. 5, Nov. 1954, pp. 44-47. 
Facilities, layout, and procedures used at 
the Puget Sound Naval Shipyard to sal- 
vage shell casings. 


A573 ..“Anybody Can Simplify Work,” 
M. E. Annich, AMERICAN FOUNDRYMAN, 
vol. 26, no. 5, Nov, 1954, pp. 48-51. Prin- 
ciples of motion economy and flow chart 
picture simplify job standardization. 
continued on page o8 


for BETTER = FASTER = 
CHEAPER 


CUPOLA 





LINING REPAIRS 


DUREGAN, when applied pneumatically with air guns 
to the melting zone of the cupola, enables the replacement 
of the burned out lining to be made in the shortest possible 
time with a minimum amount of drop-off 


DUREGAN is a silicious mixture prepared from care 
fully selected and washed Quartz pebbles and sands thor 
oughly coated with high quality Plastic Fire Clay and other 
bonding agents. The thoroughly coated Silica grain induces 
the cementing action which firmly holds the Quartz pebbles 
into place with minimum rebound. Operating cupola tem- 
peratures develop the necessary ceramic bond that welds thi 
applied mass into a strong, dense lining 

DUREGAN is screened to meet the requirements of all 
standard equiprent now employed for this type of cupola 


lining. Shipments are made either in multiwa 


] bags or in 


bulk, as the customer specifies 


DUREX 


REFRACTORIES CO. 


JACKSON, OHIO 


For more facts, circle No. 72 on postage-free Reader Service card on p. 17 of 18 
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to. o 
3 primes” 


We ship via two of the nation's 
trunk line railroads — your gvar- 
antee of speedy, efficient 
service, 





CHILL NAILS ang SPIDERS 


Choose any style chill noll from jumbo to stubby; 
slim, medium, or horse nail biode, blunt, pomted, 
straight or 90° bent. Same types available in Stain. 
less, Brass, Aluminum, Copper cooted to order. Spider 
Chills, jumbo or horse nail legs—double or single 
Available in varios sizes ond types, also mode to 
your individual specifications 


Write for detarled descriptions and prices 





No one makes 
a better silica! 


The qualities that make near 
perfect silica are endowed 
by nature—they are inher- 
ent in the raw material itself. 


StLica Shad $ 


Few areas of the earth contain deposits to 
equal those at Ottawa. Few indeed are the 
refining processes to equal that which Otta- 
wa Silica Company employs to insure you of 
one of the finest products in the world. 


OTTAWA 


SILICA COMPANY 


PLANTS LOCATED IN 
OTTAWA, ILL. AND ROCKWOOD, MICH. 





SERVING THE FOUNDAY, GLASS, CERAMIC AND CHEMICAL INDUSTRIES FOR OVER 50 YEARS 








For more facts, circle No. 89 on postage-free Reader Service card on p. 17 or 18 
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Abstracts 


continued from page 97 


A574..“By Direct Mail—Foundry Hits 
Selective Market,” Harold Brown, AMERI- 
CAN FOUNDRYMAN, vol. 26, no. 5, Nov 
1954, pp. 52-53. How a large manufac 
turer of iron and steel castings profited 
from direct mail promotion. 


A575..“System Sand Control,” Morris 
Gittleman, AMERICAN FOUNDRYMAN, vol 
26, no. 5, Nov. 1954, pp. 54-58. The set 
up and control of system sand at Pacific 
Cast Iron Pipe & Fitting Co. 


A576..Modern Design Characterizes 
New “Fairbanks, Morse Foundry,” Wi! 
liam G. Gude, Foundry, vol. 82, no. 10, 
Oct. 1954, pp. 104-111, 188-191. Plant 
write up of Kansas City foundry casting 
gray iron, brass, and stainless steel 


A577 . . “Wet Sand Reclamation,” Hubert 
Chappie, Foundry, vol. 82, no. 10, Oct 
1954, pp. 112-114. Foundry making large 
steel castings cut cost of sand per ton of 
castings almost in two 


A578..“The Small Foundry can use 
Modern Methods,” Edwin J. Jory, Found 
ry, vol. 82, no, 10, Oct. 1954, pp. 115, 
264, 266-268. Establishing sources of in 
formation then evaluating operational, 
technical, and business data permits the 
small operator to be up-to-date without 
large investments 


A579 ..“Italian Malleable Foundry De- 
signed and Equipped from Britain,” 
Foundry Trade Journal, vol. 97, no. 1987, 
Sept. 30, 1954, pp. 383-385. Layout and 
equipment of foundry producing black 
heart malleable by cupola-direct arc du 
plexing; hot blast, permanent receivers 
on cupolas capable of melting 2'/ tons 
per hr 


A580..“Chemistry of Acid Electric 
Steelmaking,” N. F. Dufty, Foundry, vol 
82, no. 10, Oct. 1954, pp. 120-125, 260 
263. Discussion of slag systems, slag 
hearth and slag-metal reactions and their 
control in melting steel in an acid elec 
tric furnace 


A581 ..“Quality Control in a Gray Iron 
Foundry,” Lester Welty, Foundry, vol 
82, no. 10, Oct. 1954, pp. 126-129. How 
Dodge Mfg. Corp. foundry used statistical 
quality control to reduce scrap 


A582 ..“Theory, Economics, and Prac- 
tical Application of Exothermic Mate- 
rials,” D. V. Atterton and R. C. Edmonds, 
Foundry Trade Journal, vol. 97, no. 1987, 
Sept. 30, 1954, pp. 373-380; vo!. 97, no 
1988, Oct. 7, 1954, pp. 417-420; and vol 
97, no. 1990, Oct. 21, 1954, pp. 481-488 
(discussion). Factors that influence and 
methods of ensuring the feeding of fer 
rous and non-ferrous castings are dis- 
cussed. Examples of castings so produced 
are described, and methods of calculating 
costs are presented. 








Testing Equipment 
for the Foundry 


Here are a few items selected 
from the complete Buehler line 
of metallurgical equipment. 
Write for new catalogue which 
describes and illustrates over 200 
pieces of equipment. 


No. 1315 AB SPECIMEN MOUNT 
PRESS, complete with ejector, 10,- 
000-Ib. hydraulic gauge, |” mold, 
heater and cooler 


No. 1500 AB STANDARD POLISHER 
with 8” polishing wheel, cover, 
removable hand rest and splash 
ring. Motor and two-speed switch. 


No. 2790 GC COMBINATION SAND 
RAMMER-COMPRESSION TESTER 
with loading device, pressure 
gauge, sand container and stripping 


post, on pedestal 


No. 2230 B & & WIDE FIELD 
MICROSCOPE SK W-5 with 
triple sliding nosepiece, 3 
paired objectives 0.66x, 
1.33x and 3x, 2 sets paired 
wide field eyepieces 10x 
em ANd 15K ceeceeeeeeeeee- $426.00 


No. 2230 


No. 2715 PITTSBURGH BRINELL MA- 
CHINE Style A, hand operated, for 
3000 Kg. load 


No. 2772 UNIVERSAL SAND 
STRENGTH MACHINE, hand operat- 
ed, A.F.A. specifications. Equipped 
for green and dry compression test 
of molding sand............. $229.00 


No. 2715 
THE BUEHLER LINE OF SPECIMEN 


PREPARATION EQUIPMENT IN- 
cLupes—CUT-OFF MACHINES ¢ 
SPECIMEN MOUNT PRESSES e 
POWER GRINDERS ¢ EMERY 
PAPER GRINDERS ¢ HAND 
GRINDERS ¢ BELT SURFACERS 
¢ POLISHERS ¢ POLISHING 
CLOTHS ¢ POLISHING ABRA- 
SIVES 


uchler Lid. 


ee 





PE Tr 
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. SYVTRON 
VIBRATORY 
FEEDERS 


\ 


... for Low Cost Feeding 


é of Bulk Materials At 


Controlled Rates 
9 


A 


& 


Feed bulk materials to conveyors, crushe: 


mixers, etc, at controllable speeds from a tew 


Handle 


dry or damp fines or big lumps. Electromag 


pounds to hundreds of tons per hour 


netic—ideal for automatic handling system: 


No mechanical wearing parts—easy to install 


reduce production costs 


with SYNTRON 


BALANCED CONVEYORS 


Convey and screen in one 


HOPPER LEVEL 
SWITCHES 
Automatically 


operation. low power 


consumption——eatra 
large screening 
maintain maxi 
capacity 
mum ofr minimum 
level of materials 


in bins or hoppers 





VIBRATING 


SCREENS ELECTRIC VIBRATORS 


For a free flow 
of stubborn 
materiats 
through bins, 
hoppers or 
chutes. Pulsat 
ing magnet 

easy to install 


Heavy 

tonnage siz 

ing and scalp 

ing. Replaceable 
screen surface. Elec 
tromagnetic control 
lable speeds 





Write today for complete catalogue data—free 
SYNTRON COMPANY 
545 Lexington Avenue Homer City, Penna 
For more facts, circle No. 100 on card on p. 17 of 18 
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“Oliver” Miter Saw 
carl helps pattern makers | Obituaries 
mayer ho Wetter WOrK FASLCL sence: sors, chairman of the toara ot 


directors at Archer-Daniels-Midland Co., 
CORE AND MOLD OVENS died recently in Jamaica. He had been 
and ‘ with the firm for 51 years, starting as 

bookkeeper, Five years later Mr. Mairs 
FURNACES ; was made secretary and director of 

Here are just a few of the many Archer-Daniels Linseed Co. and then 
customers we've served and satis- served as treasurer from 1909 until 1911 
fied in over 30 years of business: In 1923, when Archer-Daniels-Midland 
Aluminum Co. of America Co. was incorporated, he was elected a 
Ford Motor Co. director and secretary, and in 1924 Mr 
General Motors Corp. & Subs. Mairs was elected a vice-president of the 
Mesta Machine Co. company. He was elected executive vice- 
Oil Well Supply Co. president in 1933, and held this position 
(U. S. Steel Corp.) until 1947 when he succeeded the late 
Pittsburgh Steel Foundry Corp. Shreve Archer as chairman of the board 
Shenango Penn Mold Co. of directors. Mr. Mairs held the distinc- 


West Michigan Steel Castings tion of having been employed with 
Archer-Daniels-Midland or one of its 


Here's a large capacity, accurate Saw 
bd anes predecessors longer than any other per- 


Bench to cut pattern costs. The saw arbor aioe 


Te 

tilts up to 45° permitting operator to 
ca mda e- rip, cross cut, miter or dado with ease. Charles $. Muir, a director of Palmyra 
pe An 18-inch saw projects 4%,” through Foundry Co., Inc., Palmyra, N. J., died 


table which has 414” vertical adjust- recently. Mr. Muir joined Palmyra Found- 
ment. Rips up to 50”; cross cuts 48” by ry Co. in 1922 as sales manager and the 
co a AVE., CLEVELAND 15, O 1” thick. Fitted with most accurate set following year was made director. In 1933 
OTHER PRODUCTS: Heat Treating Ovens of graduated gauges. Write for Bulletin | he was elected vice-president and sales 
and Furnaces * Rod Bakers * Welding No. 68-D . 
Rod Ovens * Paint and Ceramic Dry- 


a OLIVER MACHINERY COMPANY 
UJ 
adinieieumtamente GRAND RAPIDS 2, MICHIGAN M. W. Hulse, sales manager, General Met- 


For more facts, circle No. 71, p. 17-18 For more facts, circle No. 88, p. 17-18 als Corp., Oakland, Cal., died December 
29. Mr. Hulse was a native of Santa Ana, 


Cal., and a graduate of Massachusetts In- 


manager, He retired from active partici- 
pation in 1949 but continued as a director. 











stitute of Technology. 
Manvel Camacho, coreroom foreman, Oak- 
land Foundry Div., General Metals Corp., 


died recently. 


"THAT GOOD" ae 
.E.M.A. Spring Meeting 
FOUNDRY COKE iis Goitig, Moning of ten. Ponntey 


will be held at the Sheraton-Carlton 


DEBARDELEBEN COAL CORPORATION = | in::' “een DS oe as 


Guest speakers at the meeting will be 


2201 First Ave., North Birmingham 3, Ala. | Joseph E. Flanagan, U. S. Public Health 


Phone 3-9135 Service, Cincinnati, Ohio, and Professor 
Theodore F. Hatch, School of Public 


For more facts, ande No. 74 on poiage-wee Reader Service card on 'P. 17 0r 18 Health, University of Pittsburgh, Pitts- 
—— ——_—_—_—— —— burgh, Pa. 


W. B. Wallis, F.E.M.A. president, said 


use KING POR TABLE | technical subjects to be discussed at the 
BRINELL HARDNESS TESTERS meeting will include, blast cleaning and 
They are ACCURATE—VERSATILE tumbling, dust and fume control, flasks, 
can be carried easily and used al- furnaces and accessories, material han- 
most anywhere dling and processing, and molding ma- 
‘ hines. 
The King Portable Brinell Hardness Tester offers rer 
these advantages: , i odin 
' en actvel lead ef 3000 one mm ” : 
intermediate leeds con she be ebteined. Accident Facts Booklet 
Bee Se aed aay penta maey Soe Se. 
© te equally ate os p teti ¥ equip- The 1954 edition of the National 


Teta, tts ble for test — , Safety Council’s statistical yearbook, 
“Accident Facts,” is now available. It 


d the copes of L-% tanderd base. 
Soaciictans Thro 1” ‘high ay Be bese, uniimited without contains facts and figures on all types 
ib. of accidents—industrial, traffic, home, 


Weight, 26 
Write for full details ihe farm and school. 
ANDREW KING It is priced at $.75 a single copy and 
less for quantities. Inquiries should be 
os pe sent to the National Safety Council, 425 
For more facts, circle No. 83 on postage-free Reader Service card on p. 17 or 18 | N. Michigan Ave., Chicago 11, IIL 
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AFS Headquarters 


Seeks Old Transactions 


The national headquarters of Ameri- 
can Foundrymen’s Society has an urgent 
need for used volumes of the official 
society Transactions. 

The years specifically sought are 1947- 
1952, inclusive, through Volume 60. Books 
must be in good condition, and will be 
purchased at $2.50 each. 

The demand for back issues of Transac- 
tions results from the constantly increas- 
ing membership of the society. Copies 
should be mailed to Book Section, Amer- 
ican Foundrymen’s Society, Golf & Wolf 
Roads, Des Plaines, Illinois. 


Re-issue Poems by Walkins 


Rammed Up and Poured, “a collection 
of selected poems and ballads written in 
a foundry by a foundryman for the edi- 
fication of all foundrymen everywhere,” 
has been re-issued in an inexpensive pa- 
per-bound edition. 

In 41 illustrated poems, Bill Walkins, 
“the foundry bard,” captures life in the 
foundry that includes a visit of the old 
timer to the mechanized shop, the trials 
of maintenance men, the havoc created 
by a woman-crazy core paster, pay day, 
woes of the molder, sand mill blues, and 
many other aspects of foundry life. 

Bill sees comedy, tragedy, and drama 
and glamour in the life of every foundry 
worker. He presents philosophy in such 
verses as this from “Soul Molding’ .. . 


Nay! Life is like the founder's mold, 

shaped in timeless sand, 

And like the mold, it should be formed 
with careful, skillful hand. 

This temporary, sand-mold life assures 
the ultimate goal 

And must conform to pattern for the 
casting of the soul. 


Readers of AMERICAN FOUNDRYMAN 
are well acquainted with Bill's poems 
which appear as a regular feature of 
“The Foundrymen’s Own Magazine,” and 
will want to own this collection. 

The paper-bound, 6 x 9 in., 72-page 
edition of Rammed Up and Poured by 
Bill Walkins, may be obtained for 25¢ 
from Electric Steel Foundry Co., 2141 
N.W. 25th Ave., Portland, Oregon. 





Apprentice Contest Deadline 


April 1 is the deadline for receipt 
of patterns and castings expected 
to be included in the national judg- 
ing of the 1955 AFS Apprentice 
Contest. On April 1, all national 
entries must be in the hands of: 
Prof. Roy W. Schroeder, General 
Engineering Dept., University of 
Illinois, Pier 47, Navy Pier, Chi- 
cago, Ill 











Classified Advertising 


For Sale, Help Wanted, Personals, Engineering Service, etc., set solid. .20c 
per word, 30 words ($6.00) minimum, prepaid. 


Positions Wanted. .10c per word, 30 words ($3.00) minimum, prepaid. Box number, 
care of American Fourndryman, counts as 10 additional words 


Display Classified. .Based on per-column width, per inch. .1-time, $15.00; 3-time, 
$13.50 per insertion; 6-time, $12.50 per insertion; 12-time, $12.00 per insertion; 


prepaid. 








SITUATION WANTED 





ENGINEERING SERVICE 





CLEANING ROOM FOREMAN AND IN- 
SPECTOR. 15 years’ experience in gray 
iron. 12 years’ experience in metal pattern 
work. x C8, AMERICAN FOUNDRY- 


aan, Golf and Wolf Roads, Des Plaines, 





HELP WANTED 





FIRST RATE FOREMAN required for 
fully mechanized foundry in New Bruns- 
wick (Canada). Must have proven produc- 
tion record, knowledge of ferrous and non- 
ferrous metals, core making and cleaning 
Ability to handle men and reduce costs 
Excellent oppertunity for right man. Full 
benefits and pension. Write full particulars 
in strict confidence to Box C9, AMERI- 
CAN FOUNDRYMAN, Golf and Wolf 
Roads, Des Plaines, Ill. 





FOUNDRY SUPERINTENDENT. Quali- 
fied for medium size mechanized gray iron 
foundry located in Midwest town of 25,000 
Castings from one pound to several tons. 
Must have thorough understanding of high 
production, squeezer, bench, floor molding 
and sand slinger operations. Might be ar- 
ranged to bring assistant superintendent 
with you. Replies confidential. State quali- 
fications, references and salary expected. 
Box Cl0, AMERICAN FOUNDRYMAN, 
Golf and Wolf Roads, Des Plaines, Il. 








FOUNDRY 
SUPERINTENDENT 


Very large Midwest moanufocturer is 
seeking a top foundryman with preci- 
sion casting experience for position of 
responsibility. Need not possess degree 
but should have sound experience in 
this field. Very attractive opportunity 
with excellent growth potential. Write: 
BOX C7, AMERICAN FOUNDRYMAN 


GOLF AND WOLF ROADS 
DES PLAINES, ILL. 








| 











EQUIPMENT FOR SALE 





FURNACES FOR SALE 


10 used Heat Treating Furnaces, and two 
jy try cranes, good condition, priced 
to se’ 
BAER STEEL PRODUCTS, INC. 
Box 1428 





EARL E. WOODLIFF, 
Foundry Sand Engineer 
Consulti _. » Testing. 
14611 Fenkell (5-Mile Rd.) Detroit 27, Mich 
Res. Phone Vermont 5-8724 





WANTED-TO-BUY 





WANTED 
Newaygo Twin Hopper Gated Type 
Handy Sandy, Model HS-7-GT 
PEORIA MALLEABLE CASTINGS CO. 
Peoria, Ilinois 
Phone 2-5401 





WANTED 
Osborn Roto-Lift Molding Machine 
Model No. 3161 
PEORIA MALLEABLE CASTINGS CO. 
Peoria, Ul. 
Phone 2-5401 





MANUFACTURERS REPRESENTATIVES 





Well known manufacturer of foundry 
equipment needs established equipment 
sales - representatives for EASTERN 
MICHIGAN MINNEAPOLIS & ST 
PAUL—IOWA & SOUTHERN ILLINOIS 

SOUTH ATLANTIC STATES. Must be 
aggressive and have engineering back- 
ground—to SELL Core and Mold Blowers 
and allied foundry equipment. In your 
reply, state experience. products now 
handled and territory covered 


BOX Cll 
AMERICAN FOUNDRYMAN 
Golf and Wolf Roads 
Des Plaines, Ul 





Free Tear Sheets 


of all AMERICAN FOUNDRYMAN arti- 
cles are available on request. Keep 
your magazine intact and pes: it on 
for others to use. For free tear sheets, 
write to Editor, AMERICAN FOUND- 
RYMAN, Golf & Wolf Reads, Des 
Plaines, Ill. Please show company con- 
nection and your title on tear sheet 
request. 
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JIB CRANES 


Meaalellalalaae melalemel lili 


for aAlelelLdsMmaal al ali ope ration 


Industrial PBM self-supported 
Jib Cranes are of all welded 
steel construction, rotate 360 
degrees and have capacities 
up to 12,000 ibs. The rotating 
steel head revolves on 4 roll- 
ers and 9 precision ball bear- 
pr eer Write for Catalog 
passed by any other crane of its type. The high standard of 
workmanship and material, pled with reliable perform- 
ance make Industrial Jib Cranes your best buy. 

industrial manufactures 6 other types of Jibs and many 
models of Overhead Traveling Cranes to cover every need. 
Consult with industrial for cranes to solve your material 
handling problems. 


INDUSTRIAL CRANE &2 HOIST CORPORATION 
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Electro Metallurgical Co., A Division of 
Union Carbide & Carbon Corp. 
Agency—J. M. Marues, INc., Avy 


Fanner Mfg. Co. 
Agency—ALLiep ADVERTISING AGENCY, LNé 


Federal Foundry Supply Co. 
Agency —KAsreR ADVERTISING 


Foundry Equipment Co. 
Agency—ALLiep Apvertisinc AGEency, Ine 


Foundry Rubber, Inc 
igency—Frepenic G. Rorrmunp Apy 


Gray tron Founders’ Society, inc 
Avency—Furrer & Smitu & Ross, Ine 


industrial Crane & Hoist Corp 
Agency—VeRNON 8, Writer Avy 


International Nickel Co. 
1vency—MARSCHALK & Prati, Div. of MCCANN-ERIckson, IN«e 


Johns-Manville Corp 
Agency—J. WavtER THomrson Co 


Andrew King 


{gency—Joun B. Fercuson, Je, Avs 


Knight, Lester B., & Associates, Inc 
Agenc J. R. Persnats Co 


Link-Belt Co. 
Agency—KLAu-VAN PirteRsom-DUNLAP Assoc 


Metal Blast, Inc 
Agency —~KAsren Advertisine 


Modern Equipment Co. 
Agency—JAY Feacn & Associates 


Ohio Ferro-Alloys Corp 
Agency HUFFMAN & COMPANY 


Oliver Machinery Co 
Agency—Wess J. VAN Dyker Avy 


Orefraction Inc. 
Agency—SMiti, TAYLOR & JENKINS, DNe 


Ottawa Silica Co. 
A gency—CONnNOR ASSOCIATES, INE 


Pennsylvania Glass Sand Corp 


Pennsylvania Pulverizing Co. 
Agency—BAtTTeNn, BARTON, DuRSTINE AND Osnorn, IN« 


Photovolt Corp. 
Agency—L¥ONARD ApvERrTisinc AGENCY, IN¢é 


Pittsburgh Lectromelt Furnace Corp. Inside Front Cover 


Agency—FULLer & SMITH & Ross, Ine 


Reichhold Chemicals, inc 
Agency—MACMANUS, JOHN & ADAMS, IN« 


Schneible, Claude 8., Co. 


1 gency—]ACKSON STUDIOS 
Semet-Solvay Div., Allied Chemicals & Dye Corp 


Standard Horse Nail Corp. 
Agency —~Wiisiam Conen, Apv 


Sterling Wheelbarrow Co 
Agency —PAULSON-GERLACH & ASSOCIATES, IN¢ 


Syntron Co 
A gency —SeRV AD, IN« 


Taylor, Chas., Sons Co 
Agency —Keecor & Stites Co 


Union Carbide & Carbon Corp 
Electro Metallurgical Co. 


United Oil Mfg. Co 19 
Agency—Daviv ano MCKINNEY Ap\ 


Whiting Corp. Back Cover 


Agency—Watoe & Brices, Ine 


This index is published as a convenience to the readers. While 
every care is taken to make it accurate AMERICAN FOUNDRY 
MAN assumes no responsibility for errors or omissions 
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Whiting standard 26” ladie and truck, 
equipped with EZ-Pour gearing and 
insulated cover, Has closed standards 
and no pot Truck has 16" dia. wheels 


for 24 gauge 


Other 


gauges available. 


SPECIALLY ENGINEERED LADLES for special service 


SPEED POURING...CUT COSTS! 


Whiting knows ladles. Proof is the thousands of 

Whiting ladles in use... reason is Whiting’s 70 years’ 
experience building these ladles, That’s why Whiting 

can give you the ladle you want and need. That’s why 
Whiting’s special engineering service means 

the best possible performance at the lowest possible cost. 


For example, take a look at the specially engineered 
Whiting ladles shown on this page... only a few of 
many designed for specific applications. With 

such special features as structural steel spouts, riveted 


Whiting special 66" top diameter square 


bail combination lip and bottom pour 
ladie with laminated bail arms and heat 


shield, anti-friction trunnion bearings 


‘and helical worm gear bracket. 


or welded heads and extra reinforced bowls, they withstand 
the toughest day-in-day-out, year after year service. 
Remember, too—in addition to the “specials”, Whiting 
carries a complete line of standard ladles... all 

known for their longer-lasting, economical performance. 
They include hand and shank ladles, covered trolley 
ladles, covered crane ladles, riveted crane ladles, geared 
and non-geared bottom-top ladles, cylindrical ladles, 
mixing and reservoir ladles. 


Send today for complete information on all Whiting Ladles! 


Mail this coupon today ! 


WHITING CORPORATION 

15628 Lathrop Avenue, Harvey, 
[] Send Me A Whiting Ladle Catalog 
[] Have A Whiting Engineer Call 


Iinois 








Firm 
‘Attention 


Address 
“ ,, or" Stote 
ity 

—— om 
«sae ase eee 





